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XYZ Machine Tools will use MACH 

2020 to reveal the latest additions to 

its Compact Turn turning centre range, 

the XYZ CT65HD and the XYZ CT52LR. 

The arrival of the XYZ CT52LR mirrors 

the development of XYZ Machine Tools’ 

machining centre range, with the 

introduction of linear rail technology to its 

turning centres for the first time.  
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CGTech to host ‘Composite 
Manufacturing Symposium’ 
at JEC World 2020
From the 3 to 5 March 2020, Paris Nord Villepinte 

exhibition centre in France will become the focal point 

for the global composites industry with over 1,300 

exhibitors demonstrating the very latest engineering 

and technological innovations at JEC World.

At this year’s international composites trade show CGTech, 

developers of the world’s most advanced independent CNC 

simulation and optimization software, VERICUT, will be hosting 

its ‘Composite Manufacturing Symposium’.

Mark Forth, Global Business Development Manager, asks: 

“Are you ready for the future of composite manufacturing? 

CGTech has assembled an international panel of 

composite manufacturing experts to discuss 

the challenges facing the industry today and 

present their experiences across multiple 

industries. So, attendees can glean 

practical knowledge and even benchmark 

their own progress and preparation for the 

predicted growth of the high-performance 

lightweight materials sector.”

The symposium sessions will take place in Room 513 

within the Paris Nord Villepinte exhibition centre on the first day 

of the show, on Tuesday, 3 March, at 10:30 am to midday with 

a free buffet lunch until 1 pm. They will then be repeated in the 

afternoon from 1 pm to 2.30 pm. 

For more information, or to register for the 

symposium, contact Jodie.cosby@cgtech.com

CNC multi-spindle automatic gains 
more power, speed and flexibility
A new version of the MS32 six-spindle 

automatic has been introduced 

by German CNC turning machine 

manufacturer INDEX, whose sole sales 

and service agent in the UK, Irish and 

Middle Eastern markets is Kingsbury. 

Designed for the series production of high-

precision turned parts from bar up to 32 

mm diameter, the machine is quick to set, 

lowering the economical batch size, and 

has considerable flexibility in the way it 

can be configured, extending its range of 

applications.

The main spindles have a higher maximum 

speed, up from 7,000 to 8,000 rpm, and 

over 50 per cent more power at 19 kW. 

The multi can be equipped with six pairs of 

V-shaped cross slides and X, Y, Z axes at 

each spindle position, with the option of a 

simpler single-axis NC grooving or drilling / 

boring slide to serve any of the six spindles. 

Fluid cooling results in high power output, 

allowing elevated loads and speeds without 

excessive heat generation and contributing 

to thermal stability.

 www.kingsburyuk.com

Quickgrind has a ball with 
new Orbis
Quickgrind has now expanded its ‘Infinite 

Possibilities’ portfolio with the arrival of the 

new Orbis Lollipop cutter range. 

Unlike most cutting tool manufacturers, 

the business model at Tewkesbury based 

Quickgrind is focused around the supply 

of products tailored to the demands of the 

end user, hence the ‘Infinite Possibilities’ 

branding. An example of this is the new Orbis 

series of Lollipop End Mill Cutters. As part 

of the ‘Infinite Possibilities’ range, the Orbis 

Lollipop tools can be designed to the specific 

dimension demands of the end-user, suiting 

the specific applications and material types 

regardless of industry sector. 

The ‘Infinite Possibilities’ philosophy at 

Quickgrind means that the non-standard 

sizes and 

g e o m e t r i e s 

are available to 

manufacturers 

with very short 

delivery times and 

at ‘near standard’ 

prices. Designed for 

5-axis machining of intricate 

components with unique features, the 

solid carbide Orbis range enables access 

to difficult to reach features and surfaces. 

Furthermore, the Orbis series enables 

manufacturers to use a single tool to follow 

the most challenging of tool paths and 

component forms. 

www.quickgrind.com
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Press Brake Can Be Customised
A new range of press brakes has been 

introduced by Bystronic designed so 

that they can be customised to suit 

a user’s requirements in terms of 

process speed and flexibility.

Available in the UK and Ireland through the 

Swiss manufacturer’s Coventry subsidiary, 

the modular Xpert Pro series comprises 

three models plus a variety of optional extras.

The Classic Edition is intended for prototype 

manufacture and job shops producing small 

batch sizes. With the Performance Edition, 

medium-sized companies can produce 

larger series quickly and reliably. Dynamic 

Edition is ideal for companies that need even 

more speed to handle batch sizes of 1,000 

pieces or more efficiently. It is claimed to 

be one of the fastest press brakes on the 

market, with bend speeds up to 20 mm/sec.

Bystronic’s patented dynamic crowning 

compensation system ensures bend 

accuracy and consistency by automatically 

adjusting the curvature of the beam during 

the bending process. The latest generation 

of pressure reference technology carries 

out corrections in real time based on closed-

loop feedback from sensors. 

ByVision Bending software determines the 

ideal process for every material thickness 

and bend angle. Convenient offline 

programming enables data to be imported 

without interrupting production. 

 www.bystronic.com

Strategic appointment for premium products 

XYZ Machine Tools has appointed Martin 

Barber to the role of Premium Product Sales 

Manager where he will have responsibility for 

sales of the company’s five-axis machining 

centres and the Robo-Tend machine 

tending system.

Martin brings to the role over 30-years’ 

experience working in production 

environments and machine tool sales. Having 

served his apprenticeship Martin moved 

into sales, selling linear bearing products to 

machine tool builders, he then spent some 

time living and working in Australia, again 

involved in sales of machine tool accessories 

prior to ‘coming home’ and taking on a 

machine tool sales role specialising in 

high-end, multi-axis, machining centres 

and multi-function 

machine tools. 

“The opportunity 

to move to XYZ 

Machine Tools to 

focus on sales of 

its five-axis and 

automation systems attracted me due to 

the direction that I saw the business taking. 

Investing in high specification five-axis 

machining centres, along with the Robo-

Tend machine tending system, would allow 

me to apply my knowledge to become a 

specialist in high-end machine sales,” says 

Martin Barber. 

www.xyzmachinetools.com

FANUC introduces 
hollow arm variance
Capable of integrating cables into its hollow structure, 

the R-2000iD is ideal for applications that require 

process cables, such as spot welding or material 

handling applications. This reduces maintenance 

costs by minimising the physical strain on the cables, 

and preventing interference with system equipment. 

Although the cables are 

entirely incorporated into 

the hollow arm and wrist, 

a number of strategic 

openings ensure easy access. This 

means cables can be replaced or maintained 

individually through wider openings along the 

arm itself, while an optional bracket flange 

allows compatibility even without a hollow 

hand design.

Andy Armstrong, Sales and Marketing 

Manager at FANUC UK, comments: 

“By putting the cables inside the robot, it 

minimises the chance of wear and tear from 

external forces. It also makes off-line simulations 

far easier and more precise, as testing the way 

that each cable will behave in any given situation is extremely 

challenging.

“As the robot rotates along its six axes, cables can bend in all 

sorts of unexpected ways. Having them stored away inside the 

arm, without the risk of snagging or tearing, vastly increases 

the reliability of the simulation model.”

https://www.fanuc.eu/uk/en/ 
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Specialist springs in Nickel 
and Cobalt alloys
Lee Spring have a world reputation for ex-stock springs 

and for custom spring solutions. Now for the Oil and Gas 

industries Lee Spring can offer high performance exotic 

nickel or cobalt alloy custom solutions.

These are appropriate in conditions that would excessively 

stress normal steels – consequently nickel alloys such as 

Inconel 600, X-750 and 718, also Nimonic 90, Hastelloy® 

C-276 and Monel 400 or K-500 are used. Parallel cobalt alloys 

include Elgiloy and MP35N. These exotic alloys are oxidation/

corrosion resistant in high temperature, high pressure 

environments where their high cost can be justified since quite 

simply nothing else will do.

Achievement of high performance characteristics equates 

to hard won expertise in handling and machining processes 

which Lee Spring has gained through extensive experience in 

high performing industries.

www.leespring.co.uk 



Delta Airlines installs two RPI 
turbine rotor assembly systems
RPI UK has installed two integrated 

rotor measurement and assembly 

platforms (iMAPs) at Delta Airlines; the 

Rolls-Royce approved MRO facility. 

In addition to the iMAPs, RPI has also 

supplied Delta with Trent series 03 and 04 

module tooling sets significantly reducing 

set up times and helping to improve the 

overall performance of the measurement 

process.

Jim Palmer, RPI’s sales manager, said: 

“We’ve been working with Rolls-Royce for 

over 30 years so it’s great news that both 

Rolls-Royce and Delta - their approved MRO 

facility, are choosing to invest in iMAP which 

has been independently verified to give 

significant operational improvements over 

traditional measurement methods.” 

“With world-class accuracy, our iMAP 

machine achieves higher levels of quality 

while helping our customers save money and 

resources. This is achieved by significantly 

reducing inspection times and the need for 

costly rotor teardowns due to inefficient rotor 

assembly optimisation.”

RPI’s iMAP is proven to reduce inspection 

times by 90% and improve gauge 

repeatability and reproducibility by up to 10 

times. The technology is used by Delta after 

the engines are dismantled, to inspect each 

individual section of the engine for cracks, 

wear and distortion. 

www.rpiuk.com

Nicolás Correa moves 
into top gear with 
REDEX technology
Two recently introduced milling machines from Nicolás 

Correa are leveraging the benefits of the latest generation of 

the Rack & Pinion drives technology from REDEX. Choosing 

the advanced REDEX drive train is the way to enable superior 

dynamic performance for users of the new FOX-M Gantry-

type CNC milling machine, and the FENIX travelling column 

CNC milling machine.

The FOX M represents a new and innovative concept of 

Gantry-type machine which combines traditional roughing 

capacity with the speed and precision of high-performance 

machining. It features a unique system which controls the 

temperature generated in the vertical axis of the machine. 

While high dynamic capacity of 25-30 m/min in the X and Y are 

supported by V-shaped linear guideways, the Z axis features a 

box type guideway cooled with water, allowing up to 30 m/min 

of speed and ensuring an optimum damping capacity even 

when the ram is fully extended.

www.redex-group.com

Switch to NSK bearings Saves 
After experiencing ongoing problems with the bearings on a vital 

milling machine at a steel plant, the management team turned to NSK 

for a solution. This decision proved to be extremely lucrative.

Faced with a recurring and expensive situation, NSK was asked to find a solution. 

Following their analysis, NSK’s engineers recommended that the spindle be 

redesigned with a four row bearing set, instead of three, thus increasing the 

radial load capacity and radial stiffness. The contact angle was also changed 

from 15° to 25°, to increase the bending stiffness of the shaft. NSK’s high 

precision angular contact ball bearings (ACBB) were selected from its range of 

standard products.

When comparing the costs from before 

and after the adoption of NSK bearings, 

the savings are clear to see. Today, 

the steel mill no longer has to endure four 

production stops a year, while the costs for the 

replacement spindle assemblies and motors have also 

been eliminated. Taking these factors into account, it has been calculated that 

the plant is saving €35,600 per annum.

www.nsk.com
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Bindatex cuts for composites OEM
Bindatex, will announce at JEC that 

they have cut 300kg of prepreg and 

started work on their 14th order in 

two years for a large composites 

OEM supplying thermosets and 

thermoplastics. 

In its latest order, Bindatex are slitting 

thermoset prepreg composite down to 

3.175mm for Automated Fibre Placement 

(AFP) applications. The Manchester-

based company, which has been cutting 

composites for over 15 years, are the only 

company in the UK which can undertake 

precision slitting to widths as low as 1mm. 

The narrow width poses a challenge for 

composite cutting. 

Bindatex’s managing director, Chris Lever, 

said: “Delivering for this composites OEM 

shows what Bindatex excels in – quick turn 

arounds, reliable delivery and no job is too 

small. 

“At Bindatex, our team’s expertise and 

continuous reinvestment in machinery 

allows for precise, accurate cutting, giving 

our customers the best result.” 

Bindatex’s lead time from order to delivery is 

up to six weeks, half the time of other larger 

companies in the sector. It has recently 

moved to a three shift production.

www.bindatex.com

New Chucks Demonstrate 
MAPAL Brilliance

For over 25 years, MAPAL has built up a 
broad portfolio of clamping products that 
ranges from the clamping cartridge to 
the application-specific hydraulic chuck. 
Now, MAPAL is announcing an entirely new 
appearance for these items.

By re-designing product lines, the complete 

range will now have a uniform appearance 

and simultaneously offer added value for 

customers by utilising intelligent design 

strategies. Until now, industrial product 

design has played a less significant role 

during the development of chucks at 

MAPAL with the focus primarily centering 

upon reliable functionality. As a result, the 

developers at MAPAL have gradually built up 

a broad portfolio that did not have a uniform 

appearance. 

The remit was to revise the appearance 

of the chucks whilst adding value for the 

customer by means of carefully considered 

industrial design. Why? An ingenious design 

is not only a visual highlight, it also taps into 

economic and ecological benefits for both 

MAPAL and its customer base. Using this 

as a starting point, the product designers 

worked in synergy with product developers 

at MAPAL, building completely new concepts 

that are based on functional FEM analyses 

to improve performance, ergonomics and 

economy for end users. 

www.mapal.com

ACE on course for 
£800,000 export 
birthday present
The Telford-based precision engineering specialist 

is predicting international orders to generate an 

additional £800,000 of revenue, with prototype and 

low volume parts in demand from customers in more 

than 15 countries. 

Employing 60 people at its Hortonwood site, the company’s 

ability to etch in aluminium and titanium has seen it play a major 

role in the development of heating elements for ice protection 

on aircraft and high-performance interconnectors and bipolar 

plates commonly used in automotive battery packs and fuel 

cells respectively. 

These are all identified as major growth areas for the business, 

which is set to celebrate its 20th birthday in 2020. “The parts 

we produce are very complex and there are not many firms 

with our capacity or capability,” explained Chris Ball, Executive 

Director at ACE.

He continued: “Automotive and aerospace are committed to 

reducing emissions and our technology lends itself to taking 

weight out of the equation, whether that is melting ice or 

supporting new battery technology. “We’re already working 

on a number of projects that should come to fruition this year 

and have the potential to change the way cars, drones, space 

vehicles and aircraft are powered.”

www.ace-uk.net
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BIG KAISER and Kistler partner 
for precise measurement of 
cutting forces
 

BIG KAISER has formed a 

collaboration with Kistler whereby 

BIG KAISER’s MEGA New Baby 

Chuck and Kistler’s rotating 

dynamometer RCD Type 

9171A are combined to 

deliver even higher levels 

of accuracy in cutting 

force measurement. The 

BIG KAISER MEGA New 

Baby Chuck that is available 

in the UK from Industrial 

Tooling Corporation (ITC) offers 

higher precision than traditional 

ER clamping systems, delivering 

superior run-out accuracy. 

BIG KAISER has specially adapted the 

interface on the MEGA New Baby Chuck to ensure it connects 

securely and accurately to the rotating Dynamometer RCD Type 

9171A. As a result, customers can now achieve noticeably lower 

radial run-out errors by using this dynamometer.

 

This means that ITC customers can now benefit from improved 

cutting force measurement accuracy, enabling manufacturers to 

increase the lifetime of cutting edges. For customers using the 

dynamometer in their own production processes, its high precision 

can optimise machining strategies and tooling construction to 

increase tool life and thereby reduce overall costs. In manufacturing, 

it enables tools to be replaced before they break, as increased 

forces at the cutting edge indicate that a failure is imminent.

  

BIG KAISER’s collet chucks that are available from Tamworth 

cutting tool experts ITC, offer unparalleled accuracy for any 

machine spindles with very high run-out accuracy. The MEGA New 

Baby Chuck is the industry leading collet chuck for diameters up 

to 20mm. All MEGA collet chucks have a notch-free MEGA nut that 

prevents vibration and reduces noise levels. These chucks are 

tightened using a unique MEGA wrench that can safely and evenly 

apply force along the entire nut periphery.

Airbond launch rugged new fibre 
splicing range at JEC World

Double Queen’s Award winners for Innovation, 

Airbond, based in Wales, will introduce a range of 

new, innovative, rugged carbon splicers with a five-

year guarantee at this year’s JEC World. Companies 

who manufacture composites or carbon fabric can 

make significant cost reductions through saved 

time and dramatic elimination in wastage. 

Yarn splicers produce a smooth joint between threads, significantly reducing 

costs in all textile processes. It has been historically difficult to make spliced 

joints in the brittle materials such as carbon or glass fibres used by the 

composites industry. These also tend to be much heavier yarns than the 

traditional textile industry.

Graham Waters, managing director of Airbond said: “Over many years we 

have developed a simple, robust solution, where we now offer a range of 

products to splice materials such as carbon fibre which for decades have 

proved particularly troublesome. 

“These are the best composite fibre splicers available in the world. Not only 

that, they are rugged and reliable. They don’t break and they’re easy to 

maintain.”

This new range of products come with a long, five-year warranty1, and are 

tougher than anything else on the market, worldwide.

The process of splicing is complex and involves moving air at high speed, to 

tangle fibres without breaking them. The ability to successfully splice carbon 

and glass fibres with this method has eluded many experts for decades as 

the fibres tend to be brittle and turn to dust. Airbond understand the science 

of airflow. They have learnt how to operate splicing chambers at lower 

pressures, to successfully splice fragile and large yarns.

Airbond’s research led the invention of new and better forms of pneumatic 

yarn splicers which, for the first time, splice modern composite materials 

efficiently and effectively

The new range of products offer solutions for ultra-fine yarns through to 

very large tows, of carbon, glass, or other synthetics. To find out more, visit 

Airbond on stand S52, hall 6 at JEC.

www.airbondsplicer.com
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Award win 
locks ECS Engineering Services into Scottish heritage

ECS Engineering Services, in conjunction with Mackenzie Construction has won the 

prestigious 2019 CECA (Civil Engineering Contractors’ Association) Heritage and Restoration 

Award, for replacing canal lock gates at two locations, one a World Heritage Site.

One of Scotland’s premier tourist attractions, 

and therefore vital to the national economy, 

the Caledonian Canal was designed in the late 

nineteenth century by Thomas Telford to allow 

shipping easy passage between the North Sea 

and the Atlantic. Located in the Great Glen, 

a geological fault that runs right across the 

country, about 60 of its 70-mile length is made 

up of natural lochs.

The World Heritage Site, Fort Augustus, includes 

six pairs of lock gates, while two miles away 

at Kytra there are two more pairs. ECS has 

fabricated these gates and installed them in 

association with civil engineers Mackenzie 

Construction.

The new gates are among the largest in the UK 

and are made of steel, so have a life expectancy 

far higher than traditional timber gates. They 

are supported on Orkot marine bearings, which 

use a synthetic composition incorporating solid 

lubricants to ensure outstanding wear life. 

Jamie Wesley, ECS Operations Director says: 

“It was important that the new gates look almost 

identical to the old ones. These locks are very 

important heritage sites and Scottish Canals 

rightfully required us to do our utmost to maintain 

their visual appearance. 

“They also wanted us to develop a solution that 

would minimise lock gate maintenance, and 

thereby provide high levels of uptime to allow the 

passage of boats and provide the best possible 

views for sightseers. 

“By working with design house KGAL we have 

produced gates that will withstand constant 

immersion, Scottish winters, and possible 

collisions, whilst providing a life expectancy 

double that of timber gates with very little 

maintenance.”

The CECA Awards are designed to cover all 

aspects of civil engineering and are organised 

on a regional basis. For Scotland, any built 

environment project completed within the 

past year that has made a difference to the 

community it serves, or to Scotland as a whole, 

could be entered for an award.

The winners were selected by a judging panel, 

consisting of civil engineering professionals 

from a range of sectors, including roads, rail and 

water. Each project was allocated two visiting 

assessors from the panel, who scored it against 

agreed criteria. Results were then discussed at 

a meeting of all judges, during which votes were 

cast for the winning projects.

For the canal locks, the judging panel was 

impressed by the team’s engagement with 

the public, the delivery on time, despite huge 

constraints, the effective joint working between 

client and contractors, and the Canal School 

training initiative, which supports local jobs and 

promotes careers in the industry.

Grahame Barn, Chief Executive of CECA 

Scotland says: “Civil engineers shape the world 

around us and the awards recognise the hard 

work, ingenuity and expertise of Scotland’s 

civil contractors. They highlight how civil 

engineering can transform Scotland, inspire 

the next generation to consider careers in the 

sector and encourage both the Scottish and UK 

Government’s to put infrastructure first.”

www.ecsengineeringservices.com



Orizon Aerostructures is a manufacturing and 

technology company that is building something 

unique in the Midwest with six locations and 

763 employees dedicated to aerospace 

manufacturing and complex sub-assemblies – 

almost 780,000 ft2 of production area at sites 

in Kansas and Missouri as well as Oklahoma - 

including four machining locations which between 

them utilise 100 CNC machines (50 of which are 

five-axis or more).

But it is the company’s newest plant in Grove, a 

little under a 90-minute drive from Tulsa, where 

a new tune in manufacturing excellence is being 

played.

In a purpose-built factory that is part of a total 

investment of $50 million plus in ten Ecospeed 

F2060 machines, Orizon has installed a flexible 

manufacturing system (FMS) based around nine 

Starrag five-axis Ecospeed machining centres. 

And it is setting new standards in the machining 

(predominantly milling) of aerostructures. 

The FMS – the largest integrated system of its 

type in the western hemisphere – is enabling 

the company to achieve; At least a 30 per cent 

reduction in machining times across all the 

parts, compared to former methods. A massive 

improvement in surface finish with much less 

deburring and polishing requirements and an 

amazing revenue to capex ratio and 2-3 x revenue 

per person over traditional methods of machining.

“That’s no surprise,” says Starrag North America’s 

Managing Director Udo Herbes, “when it is 

realised that the Ecospeed is able to convert a 550 

kg aluminium billet into a 24 kg complex structural 

part in less than four hours when the machine is 

running at a maximum cutting volume of up to 

10,000 cm3/min.” 

Incorporating the nine high-speed (50 m/min 

traverse rates) Ecospeeds that are fed by an 

automated rail-guided, 18-station pallet system 

and completed by an integrated washing/drying 

cell, the FMS is manned by just five people on 

each of the two daily shifts for 24/7 operation 

to enable Orizon to achieve the extraordinary 

machining benefits on the range of aerostructures 

– primarily wing spars, skins and bulk heads for 

the leading original equipment manufacturers in 

aerospace and defence. 

Orizon’s forward-thinking machining philosophy 

is certainly paying dividends, and the company’s 

attitude towards its investment is clear, as CEO 

Charlie Newell outlines: “In October 2016, we 

dreamed of building something unique and 

building it in just 12 months; a new factory to 

house a new FMS that would produce machining 

efficiencies to surpass anything we’ve ever 

encountered,” he says. 

“Working from the start with Starrag, together 

we have created an unbelievably formidable and 

highly successful partnership for world-class 

machining of aerostructure parts. It was clear, 

even before the first machine sale, that Starrag 

was willing to listen and to share and support 

our vision. Starrag has done this by, for example, 

offering excellent levels of knowledge transfer and 

assisting us to develop the appropriate processes 

around our business systems.” 

He adds: “These include standardising machining 

operations (using standard tooling) across all 

the parts and, for instance, the use of online 

diagnostic tools that enable Orizon (and Starrag 

Technology at Mönchengladbach) to ‘interrogate’ 

New 
Horizons
Today, more than half a century after singer Gene Pitney put America’s southern central 

state of Oklahoma on the world map with his hit song ’24 hours from Tulsa’, another 

phenomenon is bringing global recognition to the area – Orizon Aerostructures. 

IDAerospaceID Aerospace

Josh Fink

Charlie Newell

Henry Newell

the system or individual machines via smart 

phones, iPads or desktop computers at any time 

of the day or night.”

Online diagnostics are just one aspect – and 

benefit – of Starrag’s Integrated Production 

System (IPS), a modular digital platform that 

aligns with Starrag’s ‘Engineering precisely what 

you value’ philosophy by offering users a suite of 

functionality to meet individual tasks, including:

• Cloud-based solutions help users analyse 

and optimise processes more specifically to 

further increase productivity;

• Machine Production System that monitors 

production in real time and protects the 

machine against incorrect operation/

collisions;

• Process Quality Control where a chatter 

monitor warns of dangerous vibrations when 

machining; and

• An integrated Machine Qualification System 

that will inform about machine condition 

and, where necessary, will display the 

corresponding maintenance instruction(s).

“Orizon chose Starrag Ecospeed F2060s, each 

with a Sprint Z3 parallel kinematic machining 

head and an angular milling head,” says Orizon 

President Henry Newell, because “the machine 

produced everything Starrag said it would in 

terms of metal removal (up to 650,000 cubic 

inches of chips each hour by each machine), 

reliable uptime (97 per cent) and excellent surface 

finishes (courtesy superb jerk speeds).

“It was also clear that Starrag was a company we 

could truly trust and one with common values in 

attaining world-class machining results,” he adds. 

“Even one chip not removed timely in one pocket 

could cause a $20,000 part to be scrapped – and 

nobody can afford that!”

It was not, however, a case of Orizon simply 

placing an order for the initial six machines for the 

FMS (with the plan to add another three machines 

– and perhaps more in the future). Orizon first 

installed a stand-alone Ecospeed with the Z3 head 

to thoroughly test the machine’s effectiveness and 

efficiency on production parts to achieve what 

Josh Fink, Vice President of Machining, says “will 

provide customers with faster, better and more 

affordable production”. 

Orizon’s original Ecospeed F2060 sits alone in 

its own area, enabling the 86,000 ft2 factory 

floor to host the FMS which began development 

as a six-machine FMS. The first F2060 for the 

FMS was installed in January 2017, followed two 

months later by the pallet system, and the system 

was in production by October 2017. A year later, 

three additional Ecospeeds were added – “and 

importantly”, says Josh, “these latter three 

machines did not add any labour overhead to the 

system; just revenue”.

Starrag’s Ecospeed F2060 has travels in X, Y and 

Z of 6,300 mm by 2,500 mm by 670 mm (spindle 

in horizontal position) and traverse rates of 50 m/

min in each axis. In addition, the +/- 45deg A/B 

axis is complemented by a 30,000 revs/min, 120 

kW spindle that offers a torque of 83 Nm and can 

run non-stop at 30,000 revs/min in S1 mode. 

The specification is additionally enhanced on a 

machine with high dynamics in acceleration of up 

to 1 g in all five axes and jerk up to 200 m/s³. 

The load/unload station sees the parts (up to 

12 different parts per pallet – though workpiece 

size, especially heights, are ideally standardised 
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on each 2 m by 6 m pallet, each one capable 

of accommodating loads of 5,000 kgs) loaded 

manually and clamped by a mixture of vacuum 

and mechanical clamps, with the pallet in the 

horizontal position. Once loaded, the pallet is tilted 

90deg and is moved into the 270-feet long FMS, 

with the sophisticated cell controller ‘deciding’ 

which machine will process which pallet. 

With common tooling held by each of the 

Ecospeed’s 129-station toolchangers, meaning 

that any F2060 can machine any part in any order, 

the cell control system provides the ultimate in 

flexible manufacturing. Orizon worked closely with 

Starrag to standardise the tooling and machining 

speeds and feeds, as well as programming 

routines, to enable this high-level flexibility of 

production.

After machining, the pallet moves to the wash/dry 

station where high-pressure wash nozzles direct 

angled jets to reach every corner of a part before 

an air blast is used for drying. That said, by using 

minimum quantity lubrication (MQL), workpieces 

enter the wash station bearing a relatively low 

amount of swarf/cutting fluid. Upon unloading, 

the pallet returns to the horizontal and each part is 

removed from the system for deburring then onto 

a co-ordinate measuring machine for 100 per cent 

inspection. 

Each of Orizon’s Ecospeeds features a Sprint 

Z3 parallel kinematic machining head, which 

boosts the machine’s ability for highly-dynamic, 

simultaneous five-axis/five-sided milling and 

drilling. The head uses three parallel linear axes 

drives mounted radially equi-spaced in the 

headstock. The spindle platform is connected to 

each drive via rigid levers with pivots at each end 

and a ball joint at the other. 

When all three axes move simultaneously, 

the spindle is moved in a straight line in Z; 

synchronised motion of the three Z-axes allows 

the spindle to follow any path within a spherical 

cone of +/- 45 deg at a maximum of 80 deg/sec. 

If the three axes move differentially, the spindle 

platform will be tilted in the A/B kinematic. 

Each machine has an integral C axis to allow 

the use of automatic interchangeable angular 

milling heads which operate at every spatial angle 

between -135 deg to +135 deg. These heads 

effectively make each machine a six-axis unit, for 

accessing and machining otherwise difficult-to-

reach areas. 

Standard HSK A63/80 taper tooling is used, 

as well as ‘mono’ tools up to 50 mm diameter.  

All tools feature RFID chips for effective tool 

management. 

One measure of the collaboration between 

Orizon and Starrag is the fact that the latest three 

Ecospeeds installed feature design ‘tweaks’ 

to meet Orizon’s needs – modifications to the 

pedestrian door, improved lighting for in-machine 

cameras and an improved access door for 

maintenance routines, for instance. 

Orizon operators undertake basic maintenance 

routines which are complemented by Starrag’s 

Service Plus preventative maintenance scheme – 

where an annual fee covers every eventuality and 

guarantees service response times, inspection 

and repair.

Having achieved such gains in machining 

efficiency, Orizon is not resting on its laurels, 

however, as Josh Fink points out: “System 

performance is continually scrutinised, with 

conference calls every week between us and 

Starrag to discuss machine availability levels 

(currently 97 per cent) and spindle utilisation (87 

per cent targeted). Yes, it’s all very well having 

such targets, but the key is being able to reach 

them. It’s simply a case of continual improvement.”

Service comes first for 
Starrag North America

With more than 700 Starrag machines in 

operation across the United States, Starrag 

North America’s Managing Director, Udo 

Herbes, is very clear on where the company’s 

ambitions lie – now and in the immediate 

future.

“While the aerospace market is really 

driving Starrag’s US market, followed by the 

industrial and heavy automotive (for example, 

mining and off-road vehicles) sectors, it is 

clear that we have to continue to grow our 

team, certainly of service technicians, to 

meet customer demands for exceedingly 

high machine uptimes. We have to ensure 

that every customer is always happy.”

He adds; “With a central spares location 

in Dallas, with parts on overnight delivery 

if required, and with service technicians at 

various locations throughout the States, we 

will continue to guarantee to have a machine 

back up and running within 48 hours of any 

problem.”

www.starrag.com

ID Aerospace
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ID Robotics

an obstacle. Therefore, the safe distances in 

these directions can be minimised, thus safely 

reducing emergency stop downtime and allowing 

applications in tighter spaces. 

In addition, end users have the flexibility to 

easily construct and operate safety systems 

that address their intended applications. Safety 

monitoring conditions and operating parameters 

can be configured directly in the robot controller, 

without the need for specific safety CPUs. 

Also, Mitsubishi Electric has increased the number 

of duplicated safe I/O inputs and outputs available 

in the system, contributing to the creation of more 

reliable and flexible safety systems. 

Increasing touch sensitivity 

Besides the new functionality featured in SafePlus, 

Mitsubishi Electric has also optimised the safety 

monitoring and collision detection functions. 

The safety measures used by SafePlus are 

certified by the leading independent and impartial 

certification body, TÜV SÜD, to ensure compliance 

with international IEC and EN standards, such 

as EN 61800-5-2 on safe motion and EN 60204 

on safety stop. This third-party testing attests to 

Mitsubishi Electric’s commitment to deliver high-

quality, reliable solutions to its customers. 

The company also boosted the system’s collision 

detection capabilities by applying AIRSKIN safety 

pads onto its FR-series robots that integrate with 

SafePlus. The solution, compliant with ISO 13849 

(PLe) and IEC 62061 (SIL3) safety standards, 

features a soft structure, designed to reduce the 

impact of the moving robotic arm. 

In addition, if safety sensors on the surface of 

the cover detect any pressure, e.g. due to a 

collision with an object, different operations can 

be programmed. 

Barry Weller, Product Manager at Mitsubishi 

Electric, comments: “Mitsubishi Electric’s FR-

series offers high performance for industrial 

applications. By combining them with MELFA 

SafePlus, users can employ these robotic arms 

for new tasks and use them in more environments. 

“Our latest safety solution is a big step forward for 

safe, automated, co-operative work applications. 

By offering increased flexibility, reliability and 

ease of use, our technology helps manufacturers 

to boost their productivity and uptime, even in 

confined spaces, by promoting a safer and more 

productive interaction between humans and 

robots.”

All third party trademarks and/or registered 

trademarks are the property of their respective 

owners and are acknowledged.

The role of Industrial Automation – UK Branch 

is to manage sales, service and support across 

its network of local branches and distributors 

throughout the United Kingdom.

Safe in the (robotic) arms 
of Mitsubishi Electric

Mitsubishi Electric’s SafePlus option helps to turn hundreds of industrial 

robots into co-operative solutions
Collaborative and co-operative robotic solutions 

that work together with humans are on the rise, 

as they can support operators on the factory floor 

and enhance their output. Mitsubishi Electric 

has increased the availability of this technology 

significantly with the release of the MELFA 

SafePlus robot safety system. This latest option 

allows any of the over 160 MELFA FR-series 

intelligent industrial robot models to be converted 

into a co-operative system.

Key features of the SafePlus option include robot 

positioning and monitoring functions, as well 

as Blue Danube Robotics’ AIRSKIN® cover, a 

pressure sensitive safety skin that further helps to 

reduce the robot’s force and stop it if a collision 

occurs.

As human-machine interactions continue to 

advance in sophistication and increase in 

popularity, robots need to be able to safely 

work alongside human operators in an uncaged 

environment. To achieve this, co-operative 

robots need to promptly detect any intrusion into 

their working area and adapt accordingly, either 

slowing down or stopping. The removal of safety 

guards contributes to maximising the factory 

space available and increases productivity for 

individual production cells. 

The latest MELFA SafePlus solution offers a 

number of new features in order to make it safer, 

easier and more efficient when turning Mitsubishi 

Electric’s industrial robots into co-operative 

machines that do not need safety cages. The 

technology can be applied to both horizontal 

SCARA and vertical articulated arm robots used in 

a broad range of industries. 

The MELFA SafePlus solution from Mitsubishi 

Electric includes safety monitoring functions that 

allow the robot to adapt to different conditions. 

For example, robots implementing SafePlus can 

avoid certain operational areas when occupied by 

humans (Limited Range Control), stop (Safe Stop) 

or reduce their speed when human operators are 

in their vicinity (Reduced Speed Control) as soon 

as the area is clear, the robot can return to its 

normal high speed operation. 

Further enhancements have increased the robots’ 

capabilities to safely operate close to humans and 

within other space constraints, MELFA SafePlus 

can now bring human-machine co-operation to a 

new level. As a result, the number of emergency 

stops is reduced and machine uptime is 

maximised, positively affecting productivity.

Increased reliability and flexibility

The latest version of SafePlus features more 

than safety monitoring and collision detection 

functions, which are fundamental for co-operative 

operations. Safety logic editing, speed and 

positioning monitoring functions contribute to a 

higher safety performance. 

The position monitoring function not only controls 

the position of the robot but also external 

movements in up to eight designated areas 

around the machine. As a result, the robotic arm 

can adapt its behaviour in real-time on the basis 

of what is happening in its proximity. For example, 

the robot can reduce its speed, avoid moving 

towards the obstacle or stop. 

Previously, SafePlus allowed the robot to reduce 

its speed when operators were present by 

defining a cubic speed monitoring area with equal 

x, y and z safety distances, it is now possible to 

create asymmetrical areas, where the safety 

distances differ. In fact, objects lying in directions 

where the robot does not move do not create 

“Our latest safety solution is a big step 

forward for safe, automated, co-operative 

work applications.”

gb3a.mitsubishielectric.com
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A new era
of collaborative technology 

With a view to tackling global skills shortages and the need to increase 

production flexibility, FANUC has launched its first ever lightweight 

collaborative robot, the CRX-10iA. 

While all six models in FANUC’s current ‘green’ 

CR series of collaborative robots are closely 

based on the company’s proven and widely used 

industrial robots, the new CRX-10iA collaborative 

robot is a completely new category. Launched 

at iREX, the world’s largest robot trade show, 

in Tokyo, the CRX-10iA is intended to broaden 

the scope of collaborative work able to be 

undertaken between robots and  manufacturing 

employees. 

Unlike FANUC’s existing CR series of 

collaborative robots, the brand new CRX-

10iA is significantly lighter, weighing just 39kg. 

As such, it can be easily installed across a 

broad range of applications such as 

driverless transport systems and 

automated guided vehicles 

(AGVs). 

The CRX-10iA is 

available in two 

different variants: a 

standard-arm version 

with a reach of 1200mm 

and as a long-arm version 

with a maximum reach of 

1400mm. Both variants have a 

maximum payload of 10kg. Underneath 

the CRX-10iA’s ergonomic frame lies a fully-

functioning industrial robot built to the quality 

standards synonymous with FANUC.

A new innovation unique to the CRX-10iA is 

the ability to replace the Teach Pendant with a 

tablet computer, 

which increases ease-

of-use thanks to a new 

user interface. Its intuitive 

operation will not only be of 

use to new users, such as the growing 

number of small and medium-sized companies 

looking to scale up their automation; but can 

also cut set-up times for more experienced 

users, such as those in the automotive industry. 

As with all models in FANUC’s existing CR series, 

the CRX-10iA can be equipped with a vision 

system to enable autonomous loading and 

unloading of containers or shelving systems. The 

model on display at iREX showcased this ability 

by loading metal blocks into a ROBODRILL 

machine tool using a 3D vision sensor. 

The CRX-10iA will be available to European 

customers from mid-2020. 

ID Robotics
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Turning

Pump Manufacturer 
Installs First Sliding-Head Lathe

Two-year payback expected by bringing 
subcontracted work in-house

One of the UK’s largest pump manufacturers 

shipping more than 200,000 units per year, 

Charles Austen Pumps (www.charlesausten.

com), has invested in its first sliding-headstock 

bar auto, a Cincom L20-X from Citizen 

Machinery UK (www.citizenmachinery.co.uk). It 

was installed in the OEM’s Byfleet factory in June 

2019 and has taken over the turn-milling of parts 

up to 25 mm diameter, the vast majority of which 

are brass. A few aluminium, stainless steel and 

plastic components are also produced.

Established nearly 75 years ago by Charles 

Austen, the company is credited with inventing 

the diaphragm pump, which in the 1950s 

helped John Enders develop the polio vaccine. 

The firm’s products later assisted the 

development of Concorde and the 

Apollo 15 mission to put a rover on 

the moon. A wide range of pump 

types is now manufactured 

and the firm has been 

so successful that 

growth over the last six years 

has been an amazing 30 per 

cent per annum, driven by 

strong home sales and a 

buoyant export market.

Naturally that has put 

a strain on all areas of 

the operation, not least 

the machine shop. While 

prismatic metalcutting 

including the milling and 

drilling of parts for pumps, as well 

as injection mould manufacture, 

is largely carried out in-house, the 

two fixed-head, 57 mm bar capacity CNC 

lathes on site struggled to cope with the 

production volumes of rotational parts. 

The result was that lately as much as 

two-thirds of the turning requirement 

was subcontracted out at a cost of 

more than £100,000 per year.

Machine shop manager at the Byfleet facility 

Matt Wright commented, “More than 80 per 

cent of our turned components are between 16 

and 19 mm in diameter, so we needed a lathe 

of relatively small bar capacity to start bringing 

work back to our factory. Our bigger lathes are 

not so efficient when machining these smaller 

workpieces due to their longer tool movements 

and slower axis travels.

“We considered fixed-head 

as well as sliding-head 

technology, as our 

parts are generally 

short compared with 

their diameter. We 

concluded that sliding-head 

turn-milling would be more 

productive because the tools 

are mounted on gang posts rather 

than turrets, so are quicker into the cuts as they 

have less distance to move. Also, as we do not 

need to use the guide bush the bar remnants are 

shorter, saving money on material. 

“Should we ever need it, we also have the 

flexibility of quickly installing the guide bush for 

true Swiss-type turning of shaft-type workpieces 

over 2.5D.”

He advised that they initially reviewed most of 

the sliding-head lathe providers and said that 

their choice of Citizen was primarily down its 

reputation for quality machines and for providing 

good applications support, training and after-

sales service, which since the L20-X was 

installed he describes as “brilliant”. 

A selection of turn-milled components for 

the OEM’s pumps was taken to the machine 

supplier’s Bushey technical centre, where their 

engineers recommended the best machine for 

producing the parts. This was deemed to be the 

twin spindle L20-X turning centre in optional, 

oversize configuration capable of machining bar 

up to 25 mm in diameter. An Iemca barfeed for 

three-metre stock was also supplied as well as a 

workpiece conveyor. 

Standard features of the machine include up 

to 44 cutters including rotary stations on the 

gang, opposing and back tool posts, with Y-axis 

movement of the first two tool carriers. The LFV 

version of the machine with its patented, 2-axis 

CNC chipbreaking software in the control’s 

operating system was not needed, as free-

cutting brass is mainly machined at Byfleet.

Batch sizes produced on the Cincom vary 

greatly from ones and twos for the R&D 

department up to 10,000-off. The first job on the 

machine was a brass cam that ran continuously 

for 96 hours, from Monday morning to Thursday 

evening. Machined in one 105-second cycle to 

tolerances down to + 10 / -5 microns, including 

in-cycle engraving for traceability, the part 

previously needed two operations taking three 

times longer, plus additional handling for manual 

chamfering and stamping. Matt advised that 

machine attendance was minimal during the day 

and non-existent overnight. When he arrived at 

the factory the next morning and measured the 

parts, all were not only within the 15 microns 

tolerance band but right in the middle of it.

Another brass component, this time a 19 mm 

diameter disc-type part just 0.6 mm thick, saw 

its two operations in 2.5 minutes reduced to one 

50-second cycle - another three-fold saving - 

plus elimination of handling. A third example, a 

double eccentric with an offset hole and an offset 

spigot with a 5-micron limit, is now produced in 

under three minutes instead of five, including 

engraving which previously had to be done 

manually. Surface finish on all parts coming off 

the L20-X is noticeably better, according to Matt.

An element of the service provided by Citizen 

Machinery prior to delivery of the lathe was 

the provision of programs for machining two 

components. Since then, the Cincom machine 

operators including Matt’s son Ryan have 

been using the supplier’s Alkart CNC Wizard 

programming software. It is easy to learn and a 

simple process to cut, modify and paste elements 

from the original programs and add new blocks 

for other features using the wizard’s G-code and 

M-code library built into the software.

Matt concluded, “We are already bringing turned 

parts manufacture back in-house and that will 

accelerate in the coming months. We have 

hundreds of component variations lined up to 

put on the L20-X. By Easter 2020, we should be 

turn-milling them all in our factory.

“With the amount we have been spending lately 

on subcontracting services, I calculate that the 

Citizen Cincom slider will pay for itself in a little 

less than two years.”

www.citizenmachinery.co.uk
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IDTooling: Turning

All round turning 
unveiled by Ceratizit

Cutting Solutions by CERATIZIT a product brand of Team Cutting Tools has introduced 

its latest grade for turning, CTPX710, which is set to reform insert choice for customers.

Developed as a multi-application grade utilising 

new coating technology and new carbide 

substrate, CTPX710 now means one grade can 

be used across many material groups from 

super alloys to general steels and non-ferrous 

materials. The result is reduced tool inventories 

and simplified toolchanging for machine 

operators, with just insert geometry changing 

to suit specific materials, the grade remains the 

same.

The success of CTPX710 is the unique 

partnership between the carbide substrate, the 

latest Dragonskin coating technology, which are 

then enhanced by a secondary finishing process 

after coating. The new substrate is a fine-grain 

carbide with an optimised microstructure that 

provides a hard, wear resistant base onto 

which the Dragonskin coating is applied. For 

CTPX710 inserts the coating thickness has been 

increased, which provides additional damping/

shock absorbing effect to further protect the 

substrate.  During manufacture, once the 

coating has been applied, the inserts are then 

subject to a further finishing process to create 

the smoothest surface possible across the 

insert geometry and enhance chip flow. It is this 

combination that enables CTPX710 to be applied 

across such a diverse range of materials, while 

delivering improved cutting performance and 

process security.

“The arrival of CTPX710 means that customers 

only need one grade of carbide to cover the vast 

majority of the work they will be undertaking. This 

is especially important for the large numbers of 

small to medium sized sub-contract machine 

shops that take on a diverse range of work, they 

can now reduce tool inventories in the knowledge 

that they have an insert grade that will handle all 

of the materials they may be faced with,” says 

Adrian Fitts, Business Development Manager, 

Ceratizit UK & Ireland. “While the all round 

performance of CTPX710 is unquestionable, 

we are finding it delivers excellent results when 

machining stainless steel and duplex and super 

alloys, and this is of particular interest to many 

customers in the UK and Ireland.”  

CTPX710 inserts are available in a wide variety 

of standard ISO insert shapes with three insert 

geometries available, these being -M34 which 

is aimed at turning super alloys due to the 

low cutting forces it generates along with its 

resistance to built-up edges; For non-ferrous, 

steels and cast iron there are two available 

geometries -25P and -25Q, the former having a 

sharp cutting edge providing good swarf control 

on softer materials, while the latter features 

wiper technology to deliver higher feedrates and 

improved surface finish. As with all tools from the 

Team Cutting Tools product brands these inserts 

are available ex-stock with guaranteed next-day 

delivery before noon when ordered up to 6:30 

PM the previous day

www.ceratizit.com
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Subcontracting

Foundry to Double 
Production Output

A substantial proportion of MJ Allen Group’s more than 

£30 million annual turnover comes from gravity die casting 

and machining the aluminium main case, intermediate 

and cover for a modified transmission that goes into the 

all-wheel-drive (AWD) version of the Ford Transit van. 

Currently 100 sets per week are delivered to Getrag Ford 

Transmissions in Halewood for assembly and export to a 

vehicle manufacturing plant in Turkey, but that number is 

predicted to double by the spring of 2020.

To cope with the extra demand, the subcontract 

casting and machining specialist is building a 

second die casting cell in Ashford, Kent, which is 

due to be operational in early 2020. Additionally, 

in September 2019 the company bought a 

second pair of Heller horizontal-spindle, twin-

pallet production centres to machine the 

increasing quantity of components.

Back in 2007 when Ford approved the AWD 

transmission design, the rights for which passed 

to MJ Allen when it purchased four-wheel-drive 

specialist County in Knighton, Powys, only 

around 30 transmission sets per week were 

cast and machined. The number has gradually 

increased but will grow significantly faster over 

the next few years, as more vans are being 

purchased to deliver goods including those 

ordered over the internet. Such vehicles are 

also popular with sole traders and as mobile 

workshops. In some countries, they are used for 

postal delivery or converted into ambulances.

Even at the start, 30 transmissions weekly 

involved much larger batches than MJ Allen 

traditionally manufactured. Ones and twos up 

to a maximum of 10 were 

more usual quantities for 

subcontract sand casting and 

machining of the company’s 

aluminium, iron and bronze 

components. 

Existing horizontal- and 

vertical-spindle prismatic 

metalcutting equipment on 

the shop floor with working 

envelopes of up to 3 x 2 x 2 

metres were ideal for milling 

and drilling these castings, 

which can weigh three 

tonnes, but were overly large, 

not sufficiently well specified and too slow for 

production machining of the smaller automotive 

transmission parts.

Group managing director Tim Allen explained, 

“Early in 2006 we realised that new equipment 

would be needed for the Ford AWD project, so 

we visited the MACH exhibition in Birmingham 

to review what was available. Of all the potential 

suppliers we spoke with, Heller Machine Tools 

stood out as being the most receptive to our 

requirements. 

“We wanted a two-machine turnkey solution and 

a hand-holding approach with applications back-

up, as this was the first significant automotive 

contract we had won and our initial entry into 

machining of production volumes. That level of 

service was forthcoming from their Redditch 

headquarters and factory and continues to  

this day.”

He added that the first models were Heller 

MCI16s with an 800 x 630 x 630 mm machining 

envelope, whereas the two latest models, 

H4000s, have a larger 800 mm cube working 

volume and are manufactured in Redditch, a 

fact that guarantees after-sales support of the 

highest level.

Installed in a space in MJ Allen’s 18,000 sq 

ft machine shop previously occupied by test 

equipment that was relocated to a new, 2,000 

sq ft extension, the H4000s mirror the duties 

of the MCI16s. One of each pair is devoted to 

producing the transmission’s main case in three 

operations, the longest cycle being one hour. 

The other two are able to machine both the 

intermediate and cover castings four at a time 

per pallet in two operations apiece, as the cycle 

times are shorter. 

Dedicated hydraulic fixtures, which are freely 

interchangeable between all four machines, 

secure the workpieces. Similarly, all programs 

run in any of the Siemens 840D controls. 

Accuracies down to ± 10 microns are achieved, 

which is the drawing tolerance for gear centres.

The Ford AWD contract 

is long-term, but 

with electromobility 

transforming the 

automotive world 

there will undoubtedly 

be changes coming. 

With this in mind, when 

opting for the Heller 

H4000s Mr Allen chose 

a larger working area 

than is actually needed 

for the transmission 

application and a 

B-axis rotary table, 

which is not currently used, thus providing 

flexibility for future changes of use.

In conclusion, Mr Allen said, “When it came to 

doubling our transmission production capacity 

for Ford we had no hesitation in returning to 

Heller. 

“The original machines have proved very reliable 

for more than a decade and still perform well, 

while the new models offer larger capacity in a 

similar footprint. 

“Also, the supplier’s response to our service 

requests throughout has been prompt and 

comprehensive, whether it involves a telephone 

query or an engineer’s visit.”

www.heller.biz
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Software in Manufacturing

Lights Out Production  
A sheet metal specialist is a perfect example of how a small company can 

build a successful digital ecosystem, bringing its factory in line with the 

Industry 4.0 philosophy of Smart production. 

Laser subcontractor AFDL operates with 

between five and eight employees at any one 

time, and has installed the WORKPLAN MES 

job management solution, which connects 

seamlessly with its RADAN sheet metal CAD/

CAM system.   

Both products are from the Hexagon portfolio, 

geared towards supporting data-driven Smart 

factories.

Installing the WORKPLAN job management and 

quotation with Radquote module has allowed 

AFDL (Atelier Forezien de Découpage Laser) 

to become completely autonomous, from 

quotation through to invoicing, by providing a 

full overview of orders received, outstanding and 

delivered, and of the company’s turnover. Site 

Manager Stéphane Noailly says: “Previously, we 

didn’t have production management software, 

and invoicing was managed by our parent group, 

DECOFOR, involving double entry of all our 

delivery notes.

“We needed to invest in this type of software 

because of strong growth, and more employees. 

It was becoming too complicated to manage the 

company’s activities with EXCEL files. We opted 

for WORKPLAN as it comes from the same stable 

as RADAN, which we’ve used as our sheet metal 

production software for over ten years.”

Focusing on both thick and thin laser cutting, 

from 0.2 mm to 25 mm across a range of steels, 

stainless steel and aluminium, AFDL has also 

developed its activities in bending and welding, 

producing stainless steel tables for the furniture 

industry, and working for pharmacies and the 

public sector.

The company has grown recently, and now 

produces up to 50 orders a day, comprising 

individual unit parts, through to large series. 

Prior to installing WORKPLAN Stéphane 

Noailly managed everything from order entry 

to manufacturing, but since the installation and 

deployment of WORKPLAN he has been able to 

free up time to develop the company’s activity.

Combining the WORKPLAN and Radquote 

interface with the automated system for time 

analysis, production cost estimation, and 

quotation generation for sheet metal parts and 

assemblies, means AFDL have become more 

responsive, accurate and fair in terms of price, 

compared to their competitors, he says, which 

has allowed them to successfully manage an 

increase in demand. The company was created 

at the end of 2013 with DECOFOR being its only 

customer – today half its customers are external.

“I use WORKPLAN to generate precise 

quotations in connection with Radquote, and 

either duplicate or modify them for similar new 

orders; quickly transform them into orders; view 

all orders at any time; and give autonomy to the 

workshop to generate delivery notes by simply 

entering the order number in WORKPLAN, which 

also avoids having  missing invoices.

“Recurring orders from DECOFOR are now 

managed with just a few clicks. The file is sent 

in .CSV format, and WORKPLAN transforms it 

into a command. No more re-entries or errors. 

It’s a real time saver, as production starts 

immediately.”

AFDL inherited a CNC machine tool which 

had originally been purchased at auction by 

DECOFOR with RADAN already installed, and 

Stéphane Noailly decided he wanted to continue 

using the software. Production is now carried out 

24 hours a day, seven days a week, with RADAN 

currently powering two Trumatic Laser 3050s 

and an Amada HFT press brake. There are plans 

to replace one of the laser machine tools with 

a Trumatic 3030 automated fiber laser which 

will enable them to move into copper and brass 

cutting for the electrical sector.

RADAN makes their production process as simple 

and efficient as possible. “Customers provide 

us with files in a variety of formats, including a 

DXF 2D plan which we can use immediately; 

a 3D STEP file which we open in RADAN 3D to 

unfold before working on it in 2D; PDF files which 

we have to completely redesign; or directly with 

parts to reproduce them identically.  As soon as 

the file is validated it’s imported into RADAN 2D 

or 3D to be nested and put into production.

“The drawing features built into our RADAN 2D 

module means we can efficiently design a 2D 

part. The software also gives us a quick and 

simple method to repair or simplify geometries 

from other systems.” With around 20 regular 

products to redesign, or files to use, production 

is divided 50/50 – firstly, a series of parts, 

comprising more than 50 pieces; and secondly, 

individual units. “Thanks to RADAN we can 

produce up to 30 pieces on the same day that 

the order is placed, which means we can readily 

adapt to our customers’ urgent demands when 

they require something immediately.

“We’re only a small company, but the integrated 

solution of WORKPLAN and RADAN has brought 

our factory in line with the Industry 4.0 philosophy 

of Smart production adopted by companies 

many times our size.”    

IDSoftware in Manufacturing

www.workplan.com
www.radan.com



Precision packed 
into a small footprint

Headquartered near Barcelona, in Catalonia, Vilardell specialises in the 

production of precision parts with a high added value and comprises two 

divisions, the Medical Division and the Industrial Division. 

At the Industrial Division, Jordi Roy Torras, 

Manager of the Industrial Division says Vilardell 

has specialised in the production of highly 

complex parts for some time. “This is our core 

competence. Something we have developed 

year after year and part by part.” 

“We employ 165 staff and they are very important 

to us,” Jordi Roy Torras explains. “Almost every 

day, we are faced with new challenges. Even 

with the best machines, we wouldn’t be able to 

tackle these challenges, if we didn’t have such a 

strong team! Our customers know that they can 

count on us and on our expertise when it comes 

to meeting any machining challenge. We have 

to keep our minds open and focus on innovation 

as one of our key values. Each and every one of 

us has to remain innovative, irrespective of his 

or her position or function within the company, 

that’s essential for our business.”

Luckily, the company has invested in technology 

from Tornos. The long-standing collaboration 

with Tornos now boasts an impressive inventory 

of equipment that includes a small number of 

single-spindle cam machines (T-4, R-10 and 

MS7) and a large number of multi-spindle 

machines (AS 14, SAS 16 and SAS 16 DC). In 

terms of CNC machines, the company’s fleet 

includes the Deco 10, Deco 13, Deco 20, Sigma 

20 and the EvoDeco 16 models.

“We are determined to provide our customers 

with comprehensive service and are 

collaborating closely with them. We try to 

understand their needs and provide advice to 

jointly optimise the machining processes. Over 

time, we have gathered a profound expertise in 

our key markets, and we can efficiently advise 

our customers in various fields, be it in the 

automotive, aerospace or in any other industrial 

sector requiring precision-turned parts.”

“The focus is on high added-value products and 

this requires us to integrate new technologies, 

such as the latest machines from Tornos. We 

also pay special attention to quality and we hold 

ISO: 9001 and IATF: 16949 certifications.”

Recently, Vilardell purchased a MultiSwiss 6x16 

machine, but what made the company opt for 

this machine? “The choice was driven by rational 

motivation. In terms of technical specifications, 

the machine is simply the best in the market. 

However, we had to also consider the restricted 

space in our plant. The MultiSwiss boasts the 

most compact footprint and is definitely the most 

efficient machine in the market.”

“At first sight, this small footprint may seem to 

be trivial. However, it makes the difference. The 

machine is really doing well and the fact that 

it is equipped with a container comprising all 

peripherals is a key advantage for us. The machine works perfectly 

and the peripherals are very well integrated.”

“We are extremely satisfied with the machine performance. The 

hydrostatic features work wonders and we are able to achieve an 

excellent surface finish whereas the tool wear is well below the wear 

of conventional machines. In addition, the machine boasts excellent 

ergonomic features.”

“The operator can really enter the machining area without difficulty. 

The tools can easily be installed in the machine without the need for 

the operator to lean into the machining area and the machine set-up 

can be realised in next to no time. The MultiSwiss doesn’t only offer 

excellent performance but also complete ease of operation. Thanks 

to its high level of productivity, the machine enables us to multiply our 

performance per square meter while guaranteeing an outstanding 

part quality both in terms of precision and surface finish.”

“It should also be noted that the collaboration with Tornos is excellent 

and that their service stands out for its high responsiveness. “This 

really is a combination that pays off for us,” concludes Mr Jordi Roy 

Torras.

www.tornos.com

ID Supplier Focus : Machine Tool
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Technology 
Meets chemistry 

When it comes to the cleaning of engineered components it’s often considered that 

the physical washing machine is the only important part of the process. Cleaning 

additives and detergents are merely a supporting element. 

For MecWash, one of the leading innovators 

and manufacturers of aqueous parts 

cleaning systems, the approach has to 

be about three crucial elements: the 

technology, the chemistry and the product 

that is being cleaned. 

“It’s quite easy for a company to go out and 

acquire a washing system without understanding 

the importance not only of the chemicals 

required, but the impact they can have on the 

substrate of the component being cleaned,” said 

John Pattison, managing director of MecWash 

based in Tewkesbury, Gloucestershire. 

“It’s not just about knowing what contaminants 

have to be removed. The combination of an 

intense washing system with an inappropriate mix 

of chemicals and detergents could damage the 

substrate and lead to the cleaned component’s 

failure.” 

MecWash has invested heavily in its own 

laboratory at its headquarters to develop, design 

and formulating chemicals for common and 

bespoke component cleaning applications. 

So how does the process work? 

MecWash works with a customer to understand 

the type of components being cleaned and what 

results are required. Analysis and trials then 

allows the correct wash process and chemistry 

to be defined. 

The process begins with an audit of the 

customer’s cleaning requirements. This is 

thorough and covers key areas including: 

• The substrate of the components being 

cleaned

• Are the components metallic, non-

metallic or hybrid? • What is the type of 

contamination? 

• Do the components need to be brightened 

as well as cleaned?

• Are the components as cast, machined, 

polished or a combination?

• The geometry of the components and 

critical features

• What is the cleanliness specification?

• What is the process directly before the 

wash process?

• What is the process directly after the wash 

process?

• Does the component need to have any 

long-term corrosion protection after the 

wash process?

• What is the size and weight of the 

components?

Physical analysis is also undertaken. This 

includes: 

• Chemical compatibility with substrate

• Removal of contamination from the 

component’s surface

• Removal of the contamination from the 

process solutions

• Millipore testing

• Gravimetric analysis

• Surface  energy tests (eg. water break) 

• Visual inspection or bespoke tests. 

“The process is intense and thorough. It has to be 

to ensure the complete system and process will 

remove the contaminants to the highest levels 

possible without damaging the components 

during or after the washing process,” said Mr 

Pattison. 

“It could take days or months, depending on the 

type of product or process and the end results 

required by our client and their customers. 

Manufacturers in the aerospace, automotive, 

fluid power and medical sectors are ever more 

demanding.” 

 Adapting to a client’s needs 

MecWash continues to work with a client long 

after a chemical solution has been identified. 

“We have to work hand-in-hand with a client as 

their products can change, or the manufactured 

make-up of the product could alter,” added Mr 

Pattison. 

“Our customers are dynamic in their approach to 

manufacturing and we have a flexible approach 

in order to continuously optimize their processes, 

even if the machine has been on site for several 

years.” 

New processes and technology 

Changing processes and new technology has 

seen the washing process change over the 

years. The design of the washing systems and 

the evolution of chemicals has increased the 

ability of such systems to remove contaminants 

to a fraction of what they were capable of 10 or 

20 years ago. 

Hellerman Tyton is one of MecWash’s customers 

who have benefited from the skilled work of the 

laboratory team. 

The cable management solutions specialist 

now achieves high quality component cleaning, 

within strict temperature constraints. 

The company uses a MecWash Midi wash 

system with an integrated Aqua-Save waste 

water recycling system at its production centre 

in Devon. The cleaning system has been 

configured to wash a temperature sensitive 

plastic component, while avoiding the risk of 

product shrinkage.

Lina Ficken, Engineer Team Leader, at 

Hellerman Tyton, said: “It’s important that, 

following the expansion process, mouldings 

are comprehensively cleaned before further 

handling and assembly processes, not least 

to remove a silicone coating used during the 

manufacturing process. 

“Our customers apply the cable protection 

systems on site via the application of heat which 

shrinks them into position – temperature is 

clearly a factor that needs to be tightly controlled 

during manufacturing,” she adds. 

“MecWash have been able to configure the 

cleaning system so that wash temperatures are 

held at no more than 40°C, which in conjunction 

with the tailored AC33 chemical solution that the 

company was able to develop for us, ensures 

that all material leaves the cleaning process in 

the optimum condition.” 

John Pattison of MecWash added: “MecWash 

worked closely with the Hellerman Tyton 

team for many months, developing the AC33 

chemical, which is formulated to clean the plastic 

components effectively at low temperatures. 

“MecWash’s expertise in wash chemistry is 

based on years of designing tailored chemicals 

for the most testing wash challenges for 

individual customers, as well as manufacturing 

our own range of general wash chemicals and 

inhibitors.” 

IDCleaning & Degreasing

www.mecwash.com 

ID Cleaning & Degreasing
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In addition to accuracy and ease of use, 

FARO’s 3D measurement technology is 

renowned for its reliability, robustness 

and durability. These characteristics have 

ensured that many of the company’s early 

FaroArms remain in regular use throughout 

Europe.

To celebrate the FaroArm’s famed reliability 

and longevity, FARO is searching for the 

oldest model that remains in use throughout 

Europe. When found, the owner of the 

FaroArm will be able to swap their old model 

for the current and most advanced 8-Axis 

Faro ScanArm System with CAM2 software, 

completely free of charge.

Details required include the customers’ 

contact details, an image of their FaroArm 

in its working environment and its serial 

number. The winner of the prize will be 

announced at the FARO booth during the 

Control Exhibition, taking place in Stuttgart 

in May 2020.

The ‘Quest’, that starts on the 22nd January 

2020 and finish on the 15th April 2020, is 

open to all European FARO customers who 

have purchased their FaroArm from a FARO 

representative or one of FARO’s official 

partners or distributors.

“We are excited to receive pictures of 

our oldest FaroArm models and discover 

and learn how they are still helping our 

customers master their most challenging 

metrology tasks until this day,” stated 

Thorsten Brecht, Senior Director 3D 

Manufacturing at FARO Europe.

To participate in the ‘Quest’, customers will need 
to register on FARO’s dedicated web page: 

https://oldest-working-faroarm.faro-europe.com

www.faro.com

FARO® launches the European
“Quest to find the Oldest Working FaroArm®” 

FARO introduced its first device with hinged arm measurement technology 

approximately 35 years ago, while the first articulating measurement FaroArm 

intended for the industrial market dates back to the early-1990’s.

ID Competition
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Set to be a fantastic event for both exhibitors and visitors alike. 

Showcasing live, digital production systems in one space, under one 

roof.

MACH 2020 will be bringing you a fantastic array of new technologies, 

engineering services and machinery demonstrated under power in 

Halls 17, 18, 19, 20, 6 & 7 of the National Exhibition Centre, Birmingham 

(20-24 April 2018).

Entry is free of charge and once inside the exhibition halls you’ll 

find the UK’s latest and best metal forming, metalworking and 

manufacturing technologies. This year we have a hugely extended IT 

for Manufacturing Zone and 3D Printing Zones and with many other 

zones covering metrology through rapid manufacturing to welding 

and beyond, no other UK exhibition offers you such a comprehensive 

overview of the manufacturing technologies industry and of course 

6,000 tonnes of live working machinery demonstrating the best 

technologies in metal cutting and metal forming.

Visiting MACH 2020 is also a unique opportunity to be part of the 

UK’s largest showcase for advanced engineering and manufacturing, 

meeting and networking with like-minded individuals and new 

prospects. With a vibrant MACH seminar programme explores the 

issues of the day facing UK manufacturing with insightful discussions 

lead by top economists and well known entrepreneurs and thought 

leaders.

Register for your free ticket https://www.machexhibition.com/

MACH is BACK...
Mitutoyo’s MiSTAR 555 Shop Floor 
CMM is Smart Factory Ready
Designed to fit into any size of 
production facility, the MiSTAR 555 CNC 
CMM delivers the toughest operating 
condition capabilities with best-in-
class drive speed and acceleration 
performance. MiSTAR’s easy load, 
space-saving design offers in-line 
and near-line placement with easy 
usability, unprecedented versatility and 
precision measurement of components 
almost anywhere by almost anyone. 
See and learn more about the MiSTAR 

555  at MACH stand 19-530

MiSTAR demonstrates twice the environmental 

resistance of conventional CMMs by 

incorporating Mitutoyo’s newly developed 

absolute scale that is highly resistant to 

airborne contamination such as dust and 

coolant mist common in the challenging 

production line environment. A refined 

temperature compensation system confers 

a level of stability and accuracy on MiSTAR 

that enables the widest guaranteed-accuracy 

operating temperature range available for a 

shop floor CMM of 10-40°C.

The compact cantilever-CMM configuration 

provides maximum loading accessibility from 

three sides so that moving workpieces on and 

off the measuring table is significantly easier, 

reducing operator workload while making 

many automatic loading schemes practical. 

Electrical power need is only single phase and 

no air supply requirement allows placement 

practically anywhere on the shop floor. 

Mounting the machine 

controller under the 

measuring table 

saves installation 

space and reduces 

the footprint to about 

70% of that of a 

comparable moving-

bridge machine.

A wide selection of probing options includes 

a motorised indexable probe head to reduce 

the need for complex and expensive probe 

configurations and an economical fixed probe 

head for simpler scanning or touch-trigger 

applications. Probe changer integration 

minimises encroachment on the measuring 

volume.

New Mitutoyo-developed SMS functionality 

enables real-time monitoring of machine 

status as well as measurement data for 

straightforward smart factory integration. The 

SMS Status Monitor function provides easy 

visualisation of events such as machine busy 

time, idle time and scheduled maintenance 

requirements. Condition Monitor keeps track 

of key mechanical and electrical parameters 

to enable timely preventive maintenance 

scheduling, while MeasurLink covers Quality 

Control by providing centralised, at-a-glance 

statistics on product measurement data.
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Tornos MultiSpindle To 
Get UK Exhibition Debut 
MACH 2020 is just around the corner and Tornos 

has a real treat for turned parts manufacturers, 

giving a UK exhibition debut to the MultiSwiss 

8X26 and the SwissNano 7. If you’re a turned 

parts manufacturer looking for something to give 

you a real competitive edge, you need to see the 

Tornos MultiSwiss 8X26 at MACH. This machine, 

one of a family of 3 ranging from 14 to 32mm 

spindle sizes will appear at the Birmingham NEC 

from the 20th to 24th April on Stand 538 in Hall 

18 alongside, the SwissNano 7 and the TISIS 

connectivity package that Tornos continually 

evolves as a seamless Industry 4.0 integration 

solution.

www.tornos.com

Floyd’s New Tool grinding clamping 
system will Grip Visitors 
Floyd Automatic Tooling will be introducing 
new tool clamping technologies from 
Schaublin (Swiss), that will emphasise 
why the company offers so much more 
than tooling for the precision component 
machining industry.

To cater for manufacturers of cylindrical cutting 

tools, Floyd Automatic will be demonstrating 

the quality and diversity of the Schaublin range 

of products, and in particular, the exciting SRS 

range of collet clamping heads with its unique 

precision runout adjustment system that give 

repeatability within 2µm. At the UK’s showpiece 

manufacturing event, Floyd will demonstrate the 

flexibility of the Schaublin SRS system for grinding 

machines using W or B type draw type collets. The 

SRS system is an exciting prospect capable of 

enhancing the capability for tool grinding shops. 

Also, on show for manufacturers in the grinding 

arena will be the impressive patent pending PR25 

quick change collet system. Perfect for clamping 

drills, end mills, reamers and other cutting tools, 

the quick change PR25 is perfect for cutting tool 

manufacturers in a production environment where 

a lot of collet changeovers are required. 

If you want to get a firm grip on your productivity 

and quality when clamping components on 

manual and CNC turning and cylindrical grinding 

centres, Floyd Automatic Tooling will have a 

complete range of solutions available to view 

on Stand 472 in Hall 20. But why stop there, with 

specialist clamping and tooling solutions that 

range from collets, sleeves and bushes through to 

form tools, drilling, milling, threading, sawing and 

serration tools, their MACH 2020 stand will have 

something for every machine shop, including live 

demonstrations on machines provided by Star 

Micronics GB Ltd., Tornos Technologies Ltd., and 

Citizen Machinery Co. Ltd.



ID
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Sodick“Goes Large” 
Sodick Europe, together with sole UK distributor Sodi-Tech EDM, is all set to “go large” 

at MACH this year, with its biggest-ever stand at the exhibition.  Examples of the 

latest Sodick technology across a range of machining and production processes 

will be at the show, not only wire and sink EDM, but also high speed milling as 

well as horizontal injection moulding.  

Seen for the first time anywhere, will be a 

prototype of the new 5-axis K4HL small hole 

drilling machine, developed specifically to meet 

the requirements of the aerospace industry to 

drill thousands of high precision holes in exotic 

materials for jet engine turbines. 

UH650L – high speed milling

Sodick’s new generation of high-speed 

machining centres incorporates linear drives in 

all axes. And, unlike conventional machines, the 

UH650L combines both rough and fine milling 

in one operating mode, with a rapidly rotating 

and traversing tool of small diameter that cuts to 

fine depths – resulting in enhanced dimensional 

accuracy, surface finish, and tool life. 

High-speed milling shortens cycle times and 

therefore the whole machining period. Other 

advantages are improved surface quality, multi-

purpose tools, and minimising chip sizes for 

ease of disposal. Furthermore, this technology 

does not require coolant and mist machining is 

also possible.

Wire EDM – the best gets better 

For customers looking to take wire EDM 

accuracy to a new level, the super-accurate 

ALC400P is the answer – every element of the 

AL-P series has been developed to satisfy the 

most demanding requirements, for example a 

pitch accuracy of +/-1 micron.

ALC-P machines incorporate as standard an 

inverter-type dielectric chiller which monitors 

and maintains the dielectric temperature to 

within +/-1 degree, minimising the thermal effect 

inside the work-area.  An additional thermal 

sensor is installed inside the work-tank for 

even more accurate temperature control. 

Even the door to the machine has been 

considered and is constructed of carbon 

fibre to minimize “weight shift”.

The VL600Q, part of Sodick’s VL series 

range of advanced performance wire 

EDMs, builds on the technologies of the 

AL series. The large capacity VL600Q is 

well-suited for a wide range of machining 

applications and incorporates advanced 

tension servo control, precision pick-up 

function, an energy saving circuit and a 

dielectric cooling unit. Options include a rotary 

table, a large wire spool feeder and a PCD tool 

cutting package. 

Sodick Die Sinking – going from strength 

to strength

The AD35L demonstrates Sodick’s dedication 

to innovation, using 3D design systems and the 

latest CAE technologies, numerous simulations 

have made it possible to create an improved 

basic machine structure with increased 

rigidity, to minimise deformation and enable 

optimum performance at high-speed and rapid-

acceleration linear motors. Furthermore the 

design of an independent X and Y-axis, plus 

an efficient machine layout, leads to a longer 

stroke, smaller footprint and highly accurate 

machining capability.

The AG60L really requires no introduction, as 

the best selling model in Sodick’s AG range it 

provides high speed, high accuracy cutting, 

incorporating linear drive technology and 

simplified control mechanisms, while providing 

a direct link between the drive and control and 

ensuring the fastest possible servo response 

and optimal spark gaps at all times. 

Injection Moulding – GL30-LP

Last, but by no means least, Sodick’s new 

horizontal injection moulding machine is making 

its MACH debut.  Although the machine has 

already been seen in Europe, it is expected to 

raise considerable interest at the NEC.  

Sodick’s GL30-LP moulding machine 

incorporates a two-stage plunger injection 

system, the V-LINE®, which is designed to 

provide three critical capabilities: a consistent 

plasticizing heat profile, a constant filling volume 

and constant holding pressure – together these 

capabilities ensure that the machine achieves 

ultra-precision injection moulding, consistently 

and reliably.

Printed coolant attachments 
for reamers from HORN

During high-performance reaming of through-holes or deep blind holes, 

standard solutions often reach their technical limits. Long-chipping materials 

and those that are difficult to cut make it necessary to modify the tool system 

as well as the internal coolant supply. Accordingly, Horn Cutting Tools will 

announce the availability of bespoke, additively manufactured coolant discs 

that can be screwed on to the tool shank to ensure reliable chip control. 

It results in extended tool life due to the direct, 

targeted cooling and, above all, reliable chip 

removal. Additive manufacturing enables the 

coolant outlets to be freely designed so the 

form of the outlets prevents chips from entering. 

Furthermore, the cross-section and exit angle of 

the cooling channel can be adapted to suit the 

specific machining task and the material to be 

processed. 

Due to the polished and coated flutes, the tool 

shank facilitates removal of chips from the 

machining zone. The combination of the shank, 

the solid carbide reaming inserts and 3D-printed 

coolant discs demonstrates Horn’s expertise 

in machining of drilled holes and reaffirms the 

company’s status as a problem solver and 

technology leader.

www.phorn.co.uk

MACH 2020
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XYZ Machine Tools unveils 
turning centres at MACH 2020

XYZ Machine Tools will use MACH 2020 to reveal the latest additions to its Compact 

Turn turning centre range, the XYZ CT65HD and the XYZ CT52LR.  The XYZ CT65HD 

replaces the existing Compact Turn CT65 and comes with enhanced turning 

capacity with maximum turned length more than double its predecessor at 535 

mm, with a total z-axis travel of 550 mm.

 Another addition is the increased coolant delivery 

pressure, which now runs at 30 l/min at 2.5 bar. 

The HD designation relates to the CT 65HD’s 

construction, which remains as a solid Meehanite 

ribbed casting with x and y axes positioned along 

hardened and ground box slideways by means 

of ballscrews that have been increased in size to 

28 mm and 40 mm respectively, with 20 m/min 

feedrates. The spindle remains as a 23hp/18kW 

with a maximum speed of 4500 revs/min and 

the 12 position 30VDI turret remains as standard 

along with the MT4 tailstock with 90 mm of travel.

The arrival of the XYZ CT52LR mirrors the 

development of XYZ Machine Tools’ machining 

centre range, with the introduction of linear rail 

technology to its turning centres for the first time. 

Providing a 300 mm maximum turned length and 

52 mm bar capacity the XYZ CT52LR provides 

users with the perfect entry into turning centre 

ownership and when combined with a machining 

centre from XYZ’s LR range delivers a highly 

price competitive package for any subcontractor 

that is unsure of what work will come in from 

week-to-week.  Other key specifications of 

the CT52LR include its 15 hp/11.2 kW spindle 

capable of running at 4500 revs/min, 300 mm 

maximum swing, 180 mm maximum turned 

diameter and axis travels in x and z of 165 and 315 

mm respectively with a 10 position block-type 

turret providing plenty of machining options. 

“The arrival of the CT52LR is down to the success 

of the LR series of machining centres, which 

have been extremely well received by customers 

and have opened up new opportunities thanks 

to the cost advantage while retaining excellent 

machining capability,” says Nigel Atherton, 

Managing Director XYZ Machine Tools.

In addition to these two brand new developments 

XYZ will also be highlighting the latest version 

of its ProtoTRAK control for its mills and lathes. 

The ProtoTRAK RX control sees several major 

developments, not least the use of a 15.6 inch 

touchscreen control that allows the now 

familiar ‘Pinch to Zoom’, ‘Twist to Rotate’ 

functions creating a much more user friendly 

interaction for the operator especially when 

viewing 3D models. The larger screen also 

allows the part drawing to be visible 

while programming. Using the 

touchscreen in conjunction with 

the optional DXF converter also 

eliminates the need for a mouse 

to navigate and edit programs. 

Operators now have a wealth of 

information and functionality at their 

fingertips, with help videos, digital 

speed and feed control and, detailed 

tool library all available on-screen. The 

new ProtoTRAK control will be demonstrated 

at MACH 2020 on a range of ProtoTRAK mills 

and ProTURN lathes, ask for a demonstration of 

its simplicity. 

XYZ Machine Tools range of CNC vertical 

machining centres will be represented by 

examples of the LR (linear rail) series and HD 

(Heavy-duty box slideway machines). These 

machines come with the Siemens 828D control, 

with Shopmill or Shopturn. Customers looking 

at the HD VMC version can also specify the 

Heidenhain TNC 620 control as a standard 

option. XYZ’s vertical machining centres range 

provides machines covering axis travels of 

510mm x 400 mm x 450 mm (xyz) on the XYZ 500 

LR machine through to 3000 mm x 1000 mm x 

800 mm for the XYZ 3010HD machine. Those 

looking for even greater capacity have the option 

of the XYZ travelling column series of machines 

with up to 10,000 mm of x-axis travel.

XYZ UMC-series takes care of multi-axis 

machining with the UMC-4+1 and UMC-5X 

machines proving popular thanks to their 

impressive specifications and price point. 

On show at MACH 2020 will be the UMC-5X 

which provides simultaneous five axis vertical 

machining centre capability. Available with either 

Siemens or Heidenhain control, with Traori and 

kinematic functions to ensure greater accuracy. 

Both UMC machines feature a 600 mm rotary 

table with full 360 degree rotation and capacity to 

hold components up to 600 kg. A-axis capability 

is +/- 120 degrees with servo worm drive control 

allowing full rotation in under 2.5 seconds. On 

the UMC-5X the x, y and z axes make use of 

linear scales (optional on the UMC-4+1), with 

both machines benefiting from high precision 

rotary encoders positioned on the pivot points of 

the a and c axes. 

Automation also features strongly on the XYZ 

stand with the company’s fully integrated robot 

machine tending system ROBO-TEND being 

show in action. This highly versatile system 

can be used with XYZ vertical machining and 

turning centres and provides a modular answer 

to the automation needs of small to medium 

sized machine shops, where versatility and 

flexibility are key requirements. The standard 

integrated KUKA robot (other robots are 

available) can handle parts weighing up to 10 

kg, picking them from the ROBO-TEND drawer 

system before placing them into the machining 

area. Once machined the robot returns the 

finished part to the drawer, with the ability to flip 

the part ready for any second operation work. 

Like all other products within the XYZ Machine 

Tool portfolio ROBO-TEND is designed for 

ease-of-use, with programming simplified by the 

touchscreen control that seamlessly integrates 

with the Siemens control on the machine tool. 

Cost was also a major factor in developing 

the ROBO-TEND system, with payback being 

measured in months if bought outright, or 

finance available from as little as £2.00/hour.

www.xyzmachinetools.com
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Metalcutting Technology 
for a New Decade

Hurco’s location at MACH 2020 will be the same as two 

years ago, stand 110 in hall 6, but will be even larger at 

nearly 300 square metres. The exhibition will mark the 

launch of two product ranges. 

To be shown for the first time ever 

will be the company’s new range 

of lathes with driven tooling, 

which will be represented by the 

TM8Mi model. 

The company will be showing 

examples of all 5-axis machining 

centre configurations in 

its portfolio. The flagship 

VMX42SRTi, with torque motor-

driven B-axis swivel head and C-axis rotary table, flush with the fixed 

horizontal table, offers the most flexible production possibilities within a 

relatively compact footprint.  The more traditional cantilever table design of 

the VC500i is ideal for one-offs and more complex applications, while the 

VMX30Ui is a more economical solution.

The range will be completed by the addition of a Kitagawa TT150 table 

to a 3-axis Hurco VM20i.  Hurco will demonstrate the latest software 

developments for its WinMAX machining centre controls.  As automation 

solutions become more cost-competitive and easier to integrate, Hurco 

will also be showing two different approaches. The ProCobot collaborative 

robot is designed as a plug and play solution that can be moved from 

machine to machine.  

At the larger end of the Hurco size range, a 3-axis DCX22i twin-column, 

bridge-type machining centre will occupy a significant part of the stand. 

And although too large to show at this year’s MACH exhibition, Hurco will 

be launching the Mark II upgrade of the huge, 5-axis DCX32-5Si model.

Hurco has for more than 15 years been the sales and service agent in the 

UK and Ireland for Roeders machining centres. The German-built, high-

speed, high-accuracy equipment will this year be represented on the stand 

by a RXP601DSH 5-axis model. 

The long-anticipated addition of a driven tool lathe to the popular Hurco XP 

range will come to fruition at MACH 2020. The new TM8Mi turning centre 

with axial tooling will be available to view for the first time. 

www.hurco.co.uk

Guhring Offers a Thread of Success  
When it comes to holemaking and threading, Guhring is undoubtedly 

an industry leader with a product range that stretches beyond 

convention. At MACH 2020, the Birmingham manufacturer will 

reside at Stand 400 in Hall 17, on a 100sq/m stand that will introduce 

the very latest milling, threading, holemaking and special cutting 

tools alongside established product lines. 

The Guhring portfolio of holemaking products 

has long been an industry benchmark in terms of 

the quality and diversity of options for end users. 

However, MACH 2020 will not only be used to 

promote new drilling lines, but also the astounding 

range of complementary technologies such as 

the threading and countersinking lines. Making 

a debut appearance at MACH will be the new 

MTMH3-Z ‘Drifter’ series of helical drilling 

thread mill products. Capable of thread milling 

in material up to 66HRc, the new Drifter series 

combines core drilling and threading in a single 

operation.

The exciting new MTMH3-Z Drifter delivers 

excellent machining results and process 

reliability when wet or dry cutting all material 

types up to 66HRc. With two oil grooves on 

the shaft to provide optimum cooling and a left 

cutting geometry that stabilises performance 

during climb milling, the fine grain high-

performance carbide MTMH3-Z gives stability 

and performance that are unrivalled. With a 

shank diameter from 3 to 12mm and a neck 

relief from 5 to 40mm, the new thread milling 

series is suitable for creating threads from M2 to 

M16 on a material range that includes all steels 

and stainless, duplex, cast and graphite iron, 

aluminium and Ti alloys. To simplify the process 

for end users, Guhring has also developed its 

CNC Guhro Thread Mill software that is free to 

download for Guhring customers.

For manufacturers more inclined to use 

traditional threading methods, Guhring will be 

showing the PIONEX Series of taps at MACH. 

Following on from an extremely successful 

MACH debut in 2017, the return of the PIONEX is 

testament to the success the line has generated 

in the marketplace. The high-performance 

tapping line incorporates a polygon shape 

that generates 30% less torque that coincides 

with a geometric change of the taps. The 

PIONEX thread-formers are based on a newly 

developed powder-metallurgical cutting tool 

material that demonstrates a higher wear 

resistance than previously reached. The new 

Pionex Series includes 45degree helix geometry 

with a reduced rake angle, back tapering and 

improved relief; all this culminates to provide 

unprecedented performance and swarf removal. 

The new Pionex is available with metric threads in 

course or fine pitch as well as UNC, UNF, BSP in 

all diameter and pitch variants with a complete 

line of special thread designations also available 

upon request.

Matching the performance of the Guhring drilling 

and threading lines, the new SpyroTec Series of 

Twisted HSS and HSCO countersink tools will 

also be presented at MACH. As a ‘world-first’, the 

SpyroTec countersinking series incorporates a 

unique spiral fluted geometry with convex cutting 

edges. The benefit of this exciting new geometry 

design from Guhring is that the 90-degree 

countersinks can comfortably cut virtually all 

material types with improved concentricity, 

precision and performance.

The axial and radial forces that occur during 

countersinking operations are both reduced 

by more than 60% due to the newly developed 

geometry of the SpyroTec cutting edges. The 

convex radii of the cutting edges combine with 

the variable helical pitch to provide stable, low-

vibration, low-noise and high-performance 

chatter-free countersinking. The specially 

designed TiAIN coating ensures higher wear 

resistance and a high-temperature hardness that 

guarantees longer tool life for nearly all materials 

and applications. The standard SpyroTec 

programme is available with 14 dimensions that 

range from 6.3mm to 31mm diameter with a 

90-degree countersink that conforms to DIN 335 

form C. The SpyroTec is available with a number 

of shank lengths to suit the requirements of the 

end user and for the purposes of convenience, 

boxsets with a range of diameters are also 

available. For further details on any of the 

new threading, countersinking or holemaking 

products that are available from Guhring, please 

visit Stand 400 in Hall 17 at MACH 2020 from the 

20th to 24th April.

www.guhring.co.uk
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Conversational Programming 
of Trochoidal Milling & Jig Grinding

HEIDENHAIN has incorporated new software into its TNC control systems, widely fitted by machine tool OEMs to 

their machining centres and mill-turn centres, that allows complex trochoidal milling routines to be programmed 

conversationally on the shop floor, without having to download the cycles from a CADCAM station.

The OCM (optimised contour milling) 

functionality, which is a new option available for 

the company’s TNC640, TNC 620 and TNC 320 

CNC systems, will be demonstrated for the first 

time in the UK at MACH 2020.

The OCM algorithm takes conventional ideas 

for trochoidal milling, traditionally used mainly 

to achieve high material removal rates when 

slotting, and considerably expands the range 

of application. In addition to the roughing of any 

open or closed pocket or island, the software 

also offers cycles for finishing the floors and side 

walls. 

The milling tool’s wrap angle can be limited 

to reduce heat generation and prolong cutter 

life. As cutting forces are lower, delicate and 

thin-wall parts can be machined with greater 

accuracy and even spindles with low power and 

torque can be used successfully. Moreover, as 

the milling cutter occupies less of the area of a 

slot or pocket during machining, accumulation 

and re-cutting of chips is minimised. This is 

particularly important for features that are deep 

in comparison with their width.

The control automatically calculates the best 

tool paths for maintaining constant cutting 

parameters. The subsequent machining 

operation runs with continuously optimised 

cutting values, resulting in increased machining 

speed and a noticeable reduction in tool wear. 

A sample part produced recently in Germany 

showed just how effective the new milling 

strategy is. OCM lowered the machining time 

and raised tool life by a factor of three compared 

with conventional milling strategies. 

Control of grinding in one-hit production

New grinding control capabilities have also been 

added by HEIDENHAIN to the TNC640 to extend 

complete machining possibilities. The CNC 

was already able to control milling and turning 

of components in a single set-up on prismatic 

machining platforms. However, the latter are 

increasingly adding grinding capability to extend 

the scope of one-hit production. At MACH 2020, 

HEIDENHAIN will show for the first time in the 

UK that this metalcutting process can also be 

programmed conversationally and controlled.

Having milling, turning and grinding on a single 

machine offers many benefits, particularly for 

quality-critical production such as mould making 

and medical prosthetics manufacture. These 

industries can now machine parts to exceptional 

surface quality in a single clamping. The new 

TNC functions enable jig grinding of any contour 

and in addition, easy-to-use standard dressing 

cycles can true grinding wheels inside the 

machine. Optimised tool management for each 

process supports the user.

www.heidenhaingb.com

Discover Manufacturing Connectivity 
in Practice with Bowers Group 

Bowers Group is attending MACH Exhibition from 20th – 24th April, showcasing 

a variety of metrology solutions and offering live demonstrations to illustrate how 

effective data transfer between measurement equipment and applications can boost 

manufacturing productivity.

With a strong focus on connective metrology, 

Bowers Group representatives will be willing 

and ready to show visitors exactly how Bluetooth 

enabled equipment and connectivity can improve 

efficiencies and reduce errors.

Attendees will have the opportunity to find out 

more about the range of precision measurement 

equipment available from Bowers Group, 

including a selection of products from Baty, 

Trimos, Sylvac, Gagemaker, Innovatest, and 

WYLER. From bore gauges, micrometres and 

indicators, to sophisticated vision systems, profile 

projectors and software, the Bowers Group stand 

will offer a comprehensive range of metrology 

solutions to suit all needs.

Martin Hawkins, UK Sales Director at Bowers 

Group said: “MACH is an important event for 

Bowers Group, and an excellent opportunity for 

us to showcase the very latest technology in data 

transfer between measurement equipment and 

applications. Whether your business is taking its 

first steps into Industry 4.0, or you’re further along 

your digital transformation journey, we’re looking 

forward to showing visitors exactly how they can 

improve manufacturing processes with Bluetooth 

enabled equipment and connectivity.”

As official metrology sponsors of the University 

of Wolverhampton Racing Team (UWR) and the 

University of Wolverhampton Engineering School, 

Bowers Group will also have the Mobile Metrology 

Centre on display in MACH’s Education Zone, 

along with the University of Wolverhampton on 

stand 17-161. Apprentices, students and visitors 

will have the unique opportunity to witness first-

hand the vast range of metrology equipment on 

board and learn more about how they are used.

Visit the Bowers Group on stand 18-510 in the 
Measurement and Inspection Zone at MACH.

www.bowersgroup.co.uk
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Higher Performance 
Bandsaw Cutting 

KASTO has comprehensively re-engineered its ‘tec’ range 

of top-end, horizontal bandsaws, which are intended 

principally for automatic, high performance processing of 

all materials including difficult-to-cut metals using carbide 

saw blades. New features have been incorporated enabling 

faster production, allowing cutting cycles to be halved in 

some cases. At the same time, tool wear is reduced.

The benefits are largely a result of the incorporation 

of a pair of servo motor-driven ballscrews for 

steplessly adjusting the downfeed to optimise 

the management of bandsaw blade chip load. 

The system is combined with the integration of 

KASTOrespond technology, originally developed 

by the German manufacturer for its ‘win’ bandsaw 

range, for continuously monitoring the pressure 

on the blade so that the downfeed force can be 

optimised, irrespective of whether solid material, 

tube or profile is being cut. 

The saw feed control, without the need for 

additional and often error-prone sensors, enables 

cutting parameters to be continuously adjusted, 

not only at blade entry and exit but also throughout 

the entire cut. By constantly detecting the 

changing engagement length when processing 

round stock and also sensing hard spots in any 

material, KASTOrespond converts the measured 

forces on the tool into digital signals for adapting 

the downfeed speed. 

The user needs only to enter data such as cut 

lengths and number of pieces, together with 

the type of material to be sawn and its diameter, 

directly at the proprietary KASTO ProControl with 

colour touch screen interface. Everything else is 

taken care of automatically.

There is an additional, environmental benefit of 

electrically actuated ballscrew feed, as only a 

much smaller, separate hydraulic unit is required 

for stock positioning and clamping, so there is a 

significant reduction in the 

amount of power needed 

to run these new machine 

tools.

The second-generation 

KASTOtec machines will 

be presented for the first 

time in the UK at MACH 

2020 on the stand of the 

firm’s Milton Keynes subsidiary. Demonstrated 

under power will be an AC5 model, which is 

capable of cutting stock up to 530 mm in diameter 

or bundle cutting up to 530 x 630 mm.

As with the earlier machine range, a steel and 

mineral cast baseframe delivers efficient damping 

and quiet running, even when cutting materials 

such as titanium, Hastelloy and Inconel. Vibration 

- the main source of sawing inaccuracy and 

machine wear - is lowered further by spring-

loaded tensioner guides inside the top of the saw 

head guarding that provide the band with extra 

support.

The KASTOmicut range of pivot-bow, metalcutting 

bandsaws from KASTO has been extended 

upwards and downwards from the three pre-

existing, automatic and manually operated 2.6 

models that were launched at MACH 2018. 

The new KASTOmicut U 4.6, which will be exhibited 

at MACH 2020 for the first time in the UK, can saw 

flats up to 520 mm wide at 90 degrees and mitres 

from -45 to +60 degrees. Material clamping is 

effected by a horizontally acting, hydraulic vice. 

Band speed range is wide at from 12 to 150 m/

min for processing an extensive range of different 

materials cost-effectively. 

A heavy, torsionally rigid, welded saw frame 

provides stable support for the blade and allows 

high band tension, ensuring a good quality cut 

even with hard-to-machine materials. Various 

accessories are available including a rotary table 

to support the material.

As a large percentage of the parts used in the 

various bandsaw models is identical, KASTO is 

able to offer them at attractive prices. An extensive 

variety of accessories is available to extend the 

application of all the saws.

www.kasto.com

Citizen to present New Lathes 
Plus Software Enhancements

A total of 12 CNC Cincom sliding-head and Miyano 
fixed-head turn-milling centres will be demonstrated 
under power on the Citizen Machinery UK stand at 
MACH 2020, including automated production cells with 
integrated loading and unloading. Accent will also be 
placed on high technology software and mechanical 
enhancements that extend the scope and efficiency of 
machining on these Japanese-built lathes.

On show for the first time will 

be Citizen’s flagship series-five 

Cincom M32-VIII and a Miyano 

BNE‐65MSB, both of revised 

design with more power and 

flexibility plus the latest Mitsubishi 

M800 5-axis touch-screen control. 

Consequently, the latter machine 

is the first 65 mm capacity Miyano 

lathe to offer superimposed machining, which allows three tools to be in cut 

together under simultaneous 5-axis control for elevated levels of productivity.

New will be a Cincom L32‐X with Citizen’s 2-axis LFV programmable 

chipbreaking software built into the operating system of the control as well 

as integrated, high-speed laser cutting capability, a technology that was 

originally developed for efficient production of apertures in thin-wall stents 

on smaller Citizen sliding-head lathes.

A further highlight will be a Cincom A20‐VII LFV, the first Citizen lathe to be 

equipped with patented Fanuc-based, multi-axis LFV software for breaking 

into manageable pieces the stringy swarf often generated when turning and 

drilling stainless steel, copper and plastics. 

The exhibition will also mark the first UK showing of the 12 mm bar capacity 

Cincom L12-X LFV with five rear-facing static and driven endworking tool 

positions and the addition of a Y-axis on the counter spindle to mirror the 

main spindle’s three degrees of freedom. The machine is intended primarily 

for production of dental abutments and implants as well as other complex 

components.

Rounding off the exhibits on the stand will be an educational area, explaining 

the latest Citizen software. It includes Eco Function hybrid technology that 

automatically saves energy through the intelligent use of power during non-

cutting periods, underpinned by clear, on-screen graphical information; the 

next iteration of Alkart Wizard for off-line programming; and Citizen’s Industry 

4.0 capabilities encompassing the latest machine networking and monitoring 

functionality.

www.citizenmachinery.co.uk
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Vollmer To Cut Saw Blade Production Times  
VOLLMER will be demonstrating its circular saw blade production 

expertise in Hall 20 on Stand 550 with the Vollmer CHX840/HS 

CNC grinding machine and the Loroch Evolution K850-M. The two 

machines will appear alongside the Vollmer Vgrind 360 tool 

grinding machine.

The impressive CHX840/HS automated CNC 

machine is capable of sharpening the tooth 

face and top of circular saw blades in a single 

set-up with continuous unmanned running. 

Vollmer has developed this machine in line with 

the requirements of sharpening specialists and 

manufacturers that continuously re-sharpen 

circular saws. The impressive CHX840/HS is 

ideal for machining carbide-tipped circular saw 

blades with a diameter up to 840mm; and for 

manufacturers producing larger saw blades, 

Vollmer has another variant, the CHX1300 

available for saw blades up to 1300mm diameter.

With five CNC-controlled axes, the CHX840/HS 

can machine saw blades with all common tooth 

geometries and this also applies to axial angle 

and group toothing. The CHX840 machine at 

MACH will be connected to Vollmer’s impressive 

HS automation solution, hence the CHX840/HS 

designation. The HS system ensures automatic 

loading of the CHX840 machine, so end users can 

benefit from more than seven hours of unmanned 

operation. The programming and preparation of 

the saw blade stack can be undertaken during 

machine operation and with a saw blade stack 

height of up to 180mm, the HS automatic machine 

loading system can hold up to 25 circular saw 

blades. As saws are stacked with intermediate 

layers, tooth breakages and blade damage can 

be avoided. The CHX840/HS can accommodate 

saw blades with a bore diameter up to 80mm 

and is generally specified for saw blades with an 

outer diameter from 140 to 530mm.  The CHX840/

HS is equipped with different automation options 

to reduce machining and set-up times and the 

CHX840/HS at MACH will certainly draw the 

crowds.  This includes an optional automatic set-

up process that consists of running-in the saw, 

diameter detection and also an acoustic sensor 

for touching.

Credit to a double grinding wheel configuration, 

the sharpening of tooth face and top is conducted 

in a single set-up, thus reducing the set-up times 

of the machine. A transverse 

feed pawl with pneumatic 

lifting also permits machining of 

clamping segments and clamping 

rings. 

The operating concept of the 

CHX840/HS is based on the 

VOLLMER multi-function hand-

wheel that facilitates the selection 

and movement of the axes, which 

in turn avoids operating errors. The 

machining times and surface quality can be 

improved with variable input of the grinding 

speeds during the sharpening process at the 

different areas. 

Alongside the CHX840/HS at MACH will be 

the Loroch Evolution K850-M; a machine that 

simplifies the production of metal-cutting saw 

blades. The Loroch Evolution K850-M is a 

convincing proposition with a host of innovative 

features that improve automation and operator 

experience, something that drew visitors at MACH 

2018 with a number of ’off-the-stand‘ sales.  

Vollmer UK will be expecting a similar reception 

for this powerful and economical machine that is 

perfect for any small to medium sized business 

that is involved in the grinding of metal cutting 

saw blades. Incorporating a 19inch touch screen 

CNC control unit, the Loroch Evolution K850-M 

enables blades to be programmed in minutes 

with data inputted directly at the machine via the 

colour display that is comparable to a Smartphone 

configuration.

Perfect for processing HSS saws, solid carbide 

saws and friction saw blades, the Loroch Evolution 

K850-M has a powerful direct-drive grinding 

wheel configuration that reduces power loss and 

eliminates undesired vibration that can impact 

blade quality.

Capable of both manual and automatic 

processing, customers can load saw blades from 

130 to 520mm diameter onto the arbor in random 

order to suit production demands. Manufacturers 

can manually load blades up to 850mm diameter. 

To achieve this automated concept with differing 

bore sizes, bore reducing rings can be used to 

create a common bore size. Manually sorting 

blades is not necessary, as the K850-M uses 

its automatic loading function to process the 

blades without the need for ‘sorting’. With 8 CNC 

controlled axes, flexibility is second-to-none with 

just one clamping flange required for blades from 

130 to 850mm diameter. 

For any manufacturer that is interested in circular 

saw blade production, the Vollmer CHX840/HS 

and Loroch Evolution K850-M at MACH 2020 

provide the perfect blend between high-end 

automated saw blade manufacture and user 

friendly cost-effective and efficient production. For 

further information on either of these machines or 

the range of Vgrind machines for carbide and PCD 

rotary tooling, please visit the Vollmer Stand H20-

550 at MACH. 

www.vollmer-group.com

Lang Technik UK 
‘Holding’ Court at MACH

Following many years of providing market leading Lang 5 Axis Workholding 

and Automation systems through a UK agent, Lang Technik UK has been 

established to provide both existing Lang users and new customers with 

first-class levels of sales and application support. 

The staff of Lang Technik UK invite all current 

and potential users to visit MACH 2020, stand 

number 17-40 to explain their workholding needs 

and to witness demonstrations of the company’s 

renowned products. 

Amongst several other advanced workholding 

systems, Lang Technik UK will be exhibiting 

Makro•Grip® the original and still the leading 

form-closure technology that provides the 

highest holding power for 5-face machining. 

Makro•Grip® uses innovative pre-stamping, 

a technology specifically developed by LANG, 

where the workpiece is stamped outside of the 

machine tool with up to 20 tons of pressure 

before being clamped in the Makro-Grip 5-Axis 

Vice. Components requiring high holding 

power, but are also prone to deformation, can 

be securely clamped by using the highly secure 

stamping process. 

The Makro Grip vices also offer unrivalled 

tool accessibility for full 5 face machining 

operations. The speedy, efficient pre-stamping 

process eliminates the need for the vice to exert 

unnecessary pressure on the workpiece which in 

turn means that uses tools do not fight against 

the clamping force of the vice. This results 

in vastly improved surface finishes and part 

tolerance outcomes.

Also being demonstrated will be Lang Technik’s 

famous Quick-Point system. Quick-Point acts as 

a highly effective interface between the machine 

table and clamping device and is offered in 

an extremely wide range of variants. The fast, 

accurate and repeatable system allows users 

to considerably reduce setup times and to 

constantly adapt to the changing needs of their 

business. 

Lang Technik UK Director, Gareth Barnett 

said, “Our team of experienced engineers 

have many years of machine tool experience 

and applications related to workholding We 

are looking forward to greeting both current 

and potential Lang Workholding customers at 

MACH.”  

www.lang-technik.co.uk
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SCHUNK To Demonstrate Automation 
Competence with Live Robotic Cell at MACH

SCHUNK will be demonstrating gripping systems and clamping technology 

with a live demonstration at MACH 2020. On Stand 360 and 362 in Hall 20, 

SCHUNK will highlight its automation integration credentials with a live 

demonstration that will coordinate a machining centre with robotic loading, 

unloading and measuring.   

The automated machining cell will see 

components loaded into a FANUC RoboDRILL 

machining centre from a racking system via 

a FANUC robot and subsequently removed 

from the machining centre and loaded to a 

Renishaw Equator™. The machine bed of 

the FANUC RoboDRILL will also be equipped 

with SCHUNK’s VERO-S zero-point clamping 

technology, which will clamp components for 

the machining process. The Equator gauging 

system enables process control by delivering 

highly repeatable, thermally insensitive, versatile 

and reprogrammable gauging to the shop floor. 

Designed for speed, repeatability and ease of 

use for manual or automated applications, the 

Renishaw Equator system will be working in 

complete synergy with the FANUC robot and 

SCHUNK in gripping systems and clamping 

technology.

Beyond this cell that will undoubtedly appeal to 

manufacturers that are pursuing the benefits of 

automation, SCHUNK will also be demonstrating 

its vast range of clamping technology and 

showcasing a complete range of lathe chucks, 

jaws and steady rests, toolholders, quick 

change pallet systems, pneumatic, hydraulic, 

vacuum and manual clamping systems, digital 

technology and much more. 

www.schunk.com

MAPAL Adds Creativity 
to Tool Design at MACH

Introducing additive manufacturing to the realms of cutting tool manufacture offers design, performance and 

tool life benefits that in many circumstances are beyond the possibilities of traditional production methods. For 

some time, MAPAL has been introducing new ‘Additively Manufactured’ product lines and at MACH 2020; this will 

continue with a host of new additive solutions on Stand 330 in Hall 18.

By reducing the weight of PCD cutting 

tools through additive methods, MAPAL is 

achieving significantly higher cutting data. 

As 3D printed cutting tool structures can be 

designed and manufactured to minimise weight 

without compromising strength or integrity, 

MAPAL engineers are increasingly pushing 

the boundaries of cutting tool design and 

development and this will be evident at MACH. 

Demonstrating how MAPAL uses the advantages 

of 3D printing at MACH, the company will 

demonstrate its new bell tools with brazed 

PCD inserts. Frequently used in the hydraulic 

and automotive sectors, bell tools are the first 

choice for external machining of hose 

connections on turbochargers where complex 

contour requirements must be met with precision. 

This means that cutting tool production must 

be equally precise to ensure customers can 

achieve their cost-effective, precision machining 

requirements. 

To meet the needs of the end-users, MAPAL 

has optimised the existing, conventionally 

manufactured bell tool by integrating selective 

laser melting process into its manufacturing 

processes. This allows the inside of the cutting 

tool to be modified and as a result, the tool is at 

least 30% lighter and the tool life is increased 

by upwards of 40%, credit to the enhanced 

vibration damping characteristics of additive 

manufactured tool designs. Customers 

using MAPAL’s additive manufactured 

tools are witnessing productivity 

improvements in the region of 50%. 

Additionally, MAPAL experts are using 

the 3D printing technology to optimise 

the cooling channels, ensuring that 

cutting fluid is delivered to the cutting 

area via the most efficient possible 

route. Using selective laser melting, 

the new tool geometry is printed on 

a highly precise tool body with an HSK-63 

connection. The additively manufactured tool 

body is subsequently machined to provide the 

precise platform for the PCD inserts to be brazed 

into place and then cut to shape using a laser. 

With additively manufactured cutting tools, 

reliable chip breaking and optimal machining 

performance is a necessity. This is why MAPAL will 

also be using the showpiece UK manufacturing 

event to introduce its newly developed inserts 

for the chip guiding stage when machining steel. 

When undertaking the fine machining of steel, 

long chips can prove detrimental to machining 

performance and surface finishes, especially 

when machining with tools that incorporate 

guide pads. 

To prevent long chips from wrapping around the 

tool and creating a negative impact on surface 

quality, MAPAL has introduced the new line of 

inserts with chip guides. The new chip guiding 

stage combats these very problems, credit to the 

new geometry design. With a special geometry 

that has been designed and optimised with 

extensive FEM analyses and practical testing, 

MAPAL now ensures that chips are broken 

reliably. This prevents automated workflows and 

production environments from being disrupted. 

The chip guiding stage is compatible with all 

indexable inserts with AS leads. Furthermore, 

the new chip guiding inserts are available 

with a wide variety of coatings to support the 

machining of a vast selection of material types. 

For more information on how the MAPAL tool 

design engineers can create additive cutting 

tool solutions for all your bespoke manufacturing 

requirements with inserts that guarantee 

performance and consistency, please visit Stand 

330 in Hall 18 and meet the MAPAL technical 

engineering team. 
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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.

This upgrade will deliver innovative and intuitive features to the 

#AW139 to enhance situational awareness and improve safety. 

@LDO_Helicopters

If you’re shaping the future of your company’s composite 

manufacturing, then our Composites Symposium event at JEC 

World 2020 is the place for you to be. Find out more about what it 

entails at: https://bit.ly/2NWoSst

@Honeywell_Aero

@CGTechUK1

We couldn’t wait any longer… 

Presenting our new look for 2020 #VF20 #HaasF1

We’re truly invested in our customer’s success. As part of 

our promise to deliver excellence, we recently held a series 

of workshops for young #engineering #apprentices at WG 

Jones to help safeguard British manufacturing’s future. 

#NationalApprenticeshipWeek

The Metlsaw REM Saw allows for sawing of small non-ferrous plate, 

bars and extrusions. This is an easy to use saw for quick precision 

#sawing of remnants, short bars or extrusions. Take a look: http://ow.ly/

ye0f50ydSuY #PlateSawing #Aluminium #Ferrous #PrecisionEngineering

@HaasF1Team

@MSCIndSupply

@ProsawLimited




