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The ProtoTRAK control system available 

on mills and lathes from XYZ Machine 

Tools has led the way in terms ease-of-

use and functionality when it comes to 

machine tool control. The latest generation 

of ProtoTRAK, the RX, has retained all the 

features that made the control system 

popular with 1000s of customers but with a 

host of new features and benefits. Central 

to the new ProtoTRAK control is its 15.6” 

touchscreen that puts all of ProtoTRAK’s 

advantages at the users’ fingertips. Read 

more p.33

XYZ Machine Tools

Tel: 01823 674200

www.xyzmachinetools.com
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ITC simplifies spindle retention force 
measurement
ITC Ltd has now introduced the new BIG 

KAISER Dyna Force, a device for measuring the 

retention force of machine tool spindles. Regular 

measurement will reliably identify, in a timely 

manner, an insufficient retention force of the 

spindle clamping mechanism. This can lead to 

reduced rigidity and unwelcome spindle vibration, 

loss of machining quality and poor surface 

finishes. It can also have a considerable impact 

on the longevity of tool life. By ensuring that the 

retention force remains at the correct level, as 

specified in the manufacturers machine tool 

operating instructions, cutting performance can 

be reliably maintained and improved.

 BIG KAISER strongly believes that the smooth 

interaction between all components is essential 

for achieving machining results of superior-

quality. For more information on the new BIG 

KAISER Dyna Force, please contact your local 

ITC representative.

www.itc-ltd.com 

Citizen appoints European 
Sales Manager
Owen Gibbons has been appointed by Citizen 

Machinery UK to take over the role of European Sales 

Manager. Based at the firm’s Bushey headquarters, 

showroom and technical centre, he is responsible 

for supporting the 

activities of the 

dealer network that 

markets and sells 

the Japanese parent 

company’s Cincom 

sliding-head and 

Miyano fixed-head 

turn-mill centres into 

countries around Europe. 

In addition to the UK and Ireland, Citizen Machinery 

UK is currently responsible for sales in France, 

Spain, Portugal, Scandinavia, the Middle East and 

Africa. A further remit of Mr Gibbons is to expand the 

network into other European countries.

www.citizenmachinery.co.uk

Guhring is ‘Brexit Ready’
Guhring UK has confirmed that it is ready for the 

looming ‘deadline day’ of Brexit, and regardless 

of the outcome, the company is in an enviable 

position to ensure there is no impact on the UK 

customer base.

Aside from being disillusioned by the lack of 

government progress, like the rest of the industry, 

Guhring UK’s Managing Director, Mr Chris Weston 

says: “If we get a deal or remain in Europe, there 

will be no change to business and we can all 

carry-on as before. If there is a no-deal, Guhring 

UK is in a fantastic position to service the cutting 

tool requirements of the UK.  We have large stock 

levels on the shelves in the UK, which are full of 

standard product lines. As we also manufacture 

and service here in the UK, this puts us in a 

great position that removes the uncertainty that 

surrounds many tooling suppliers that do not have 

our combination of a UK manufacturing facility or 

significant stock and storage capabilities.”

www.guhring.co.uk 

Unique 3D Laser System
TWI Ltd has ordered a TRUMPF TruLaser Cell 

7040 five-axis machine with a disk laser and 

laser metal deposition functionality.

The LMD process uses a focussed laser beam 

and metal powders to add weld material onto a 

substrate. Through multiple layering techniques, a 

coating or 3D geometry can be deposited to replace 

damaged features or to manufacture entirely new 

geometries. The advantages of the process include 

a high integrity fusion bond between the deposited 

material and the substrate, and a very low heat input 

from the laser beam into the base material, which 

produces a small heat affected zone and accurate 

and reproducible positioning. 

TWI will locate the machine at its Rotherham facility 

on the Advanced Manufacturing Park, where it will 

be put to work on the Open Architecture Additive 

Manufacturing project, for which TWI is the lead 

partner. The OAAM programme plans to develop 

directed energy deposition additive manufacturing 

technologies that can be scaled up to accept 

multi-metre component sizes for the benefit of UK 

Aerospace. 

www.trumpf.com 

Seamless Scan to CAD 
Software Solution 
FARO®  has announced availability of FARO 

RevEngTM. This advanced software platform 

provides FARO Design ScanArm and FARO 8-Axis 

FaroArm® system users with a powerful tool that 

enables a comprehensive digital design experience. 

RevEngTM addresses a variety of reverse 

engineering and design challenges.

The Scan to Design Capability allows you to 

seamlessly scan, capture and display point clouds 

in color. Generate point clouds geometrically and 

visually accurate relative to the scanned object . 

Convert the point cloud into a high-quality mesh 

(i.e., edges, points and polygons that define the 

geometry of an object). Edit and optimize the mesh 

for further design purposes or make it 3D-printing-

ready RevEngTM tools and functionality are tightly 

integrated to assure a seamless handoff of project 

information, which dramatically streamlines end-to-

end workflows 

www.faro.com

Collaboration on modular 
Smart Engines
Libertine FPE the creator of Smart Engine 

technology for electric vehicles, has joined forces 

with Productiv, a provider of venture engineering 

services for cleantech businesses, to accelerate 

and de-risk commercialisation of a range of modular 

Smart Engines using Libertine’s intelliGEN platform.

The collaboration will focus on delivering electric 

vehicle and lab-based prototype power generator 

systems to showcase Libertine’s modular Smart 

Engine packaging concept, and demonstrating 

the Smart Engine performance made possible 

by Libertine’s linear e-machine and controls 

technologies. 

In addition, Libertine and Productiv are planning to 

establish pilot manufacturing systems at Productiv’s 

facility at The Proving Factory in Coventry to support 

Smart Engine client product developments with pre-

production prototype systems including full vehicle 

demonstrations. 

www.libertine.co.uk

Titanium Machining Under The Scope
Machining solutions specialist Starrag UK is 

joining forces with tooling expert Kennametal 

to present an informative ‘Optimised Titanium 

and Inconel Machining’ event at the AMRC with 

Boeing Centre, Sheffield, on Wednesday May 1.

The event will include a variety of technical 

presentations and demonstrations of best-

practice machining of Inconel and titanium 

workpieces – for example, pocketing routines for 

titanium on a Starrag STC 1250 machining centre 

– as well as keynote speeches from authoritative 

presenters.

Starrag has eight machines in-situ at the AMRC 

and the accompanying Nuclear AMRC.

www.starrag.com

The heat is on…
Complex machined castings specialist 

Grainger & Worrall has launched a white 

paper detailing how the need for greater 

thermal efficiency in internal combustion 

engines (ICEs) is driving even greater 

innovation in the field of high-precision 

engine casting.

Entitled ‘The heat is on’, the white paper, written 

by Grainger & Worrall’s technical director, 

Keith Denholm, follows on from the company’s 

pioneering work with automotive OEMs to design 

a new generation of engines capable of operating 

in the 40-50% thermal efficiency range. 

Keith Denholm explained: “Enhancements in 

thermal efficiency – the percentage of heat energy 

transformed into engine power - have traditionally 

moved slowly in ICEs. Even as recently as 2013, 

engines were failing to achieve anything above 

30%, the normally aspirated F1 state of efficiency. 

“The UK is set to ban all new diesel and petrol cars 

from 2040 so to meet the relentless desire for 

greater efficiency, Grainger & Worrall’s prototype 

division has been investigating numerous ways to 

improve thermal efficiency. This includes exploring 

new materials, coatings, production processes 

and additive manufacturing techniques.”

For more information and to download 

the white paper, visit: https://www.

gwcast.com/en/white-paper-heat-is-

on/ 

IDNewsID News
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European distributors excited by the 
latest ProtoTRAK control
XYZ Machine Tools’ annual European Distributor 

Conference saw representatives from 10 countries 

attending, with the highlight being the revealing of 

the new RLX and RMX ProtoTRAK control system. 

Seeing the new control for the first time drew 

extremely positive comments from the delegates 

with a general feeling of amazement at how 

ProtoTRAK RLX and RMX combines sophisticated 

operation yet maintains the simplicity of previous 

generations of the ProtoTRAK system.

The European market is strengthening for XYZ 

Machine Tools and this annual gathering of its 

European distributors at its Burlescombe, Devon 

headquarters is an ideal opportunity to further 

cement relationships and highlight the latest 

developments. Howard Bamforth, XYZ Machine 

Tools Export Sales Director comments: “Growth 

has been strong over the past few years with sales 

increasing by around 40 per cent since 2016. 

We are also continuing to grow our distribution 

network, with three new partners coming on-

board in the past 12 months. The mix of machines 

and control systems that we can offer appear to 

be a perfect fit thanks to their ease-of-use and 

overall capability.”  

www.xyzmachinetools.com 

A worldwide supply chain 
in metric and imperial
Lee Spring have found that for ease of specification 

and sourcing, design engineers often select their 

measurement units to match local standards, or 

otherwise those used by the design department or 

the manufacturing facility. This simple choice at an 

early stage can make life a lot easier for all concerned 

and reduce unforced errors of transcription – saving 

time, saving costs. So, to make life even easier 

and ensure engineers/buyers have access to their 

extensive range of ex-stock catalogue springs, 

Lee Spring have increased the number of defined 

metric springs in their catalogue of over 25,000 line 

items. This means that they can deliver standard 

metric springs anywhere in the world to clean 

metric dimensions in parallel to imperial sizes – not 

just conversions – exact metric specifications in 

compression, extension and torsion, constant force 

and instrument springs.

www.leespring.co.uk

CGTech joins Forces with KYOCERA SGS 
and LMg Solutions
An industry leading event which will help 

manufacturers to become more efficient and 

cost effective has been announced.   CGTech, 

the developer of VERICUT® CNC simulation, 

verification and optimisation software, has 

partnered with KYOCERA SGS and LMg Solutions 

to hold the event which will demonstrate emerging 

technologies that help manufacturers realise 

productivity improvements.  

Taking place at the KYOCERA SGS head office in 

Wokingham on May 22nd the theme of the Lunch 

& Learn event is Single operation manufacture and 

optimisation of complex components. Attendees 

will be able to hear from industry leaders on how 

to apply new technologies to make significant time 

savings, improve cutting tool and machine life and 

maximise and reduce the costs of manufacturing 

machined aerospace and automotive 

components. At the event CGTech will shine a light 

on the features and benefits of its VERICUT Force 

Milling module with live software demonstrations 

and presentations. 

For further information and to register 

for the Lunch & Learn event on 22nd May 

2019 please visit: https://www.kyocera-

sgstool.eu/events/lunch-learn-event-

kyocera-sgs/

Save programming and 
set-up times
Ideal for production shops where manual mills may 

still be in operation, but equally well suited to use on 

a CNC vertical machining centre, a new, manually 

adjustable indexing head has been introduced 

by 1st Machine Tool Accessories. The RotaVice 

can be rapidly set to position a component at a 

multiplicity of rotary angles in the horizontal plane 

for milling and drilling. Produced in the UK, the unit 

is designed to be secured in a One-Lok workholding 

device manufactured by Chick in the US. RotaVice 

is available from 1st MTA to existing users and new 

users of Chick One-Loks in Britain and Ireland. The 

system can also be exported to manufacturers 

worldwide that use similar equipment.

www.1mta.com

Dugard Becomes UK 
Agent for High-End 
Kitamura Machine Tools
Dugard Ltd has now become the sole UK & Ireland 

sales and distribution outlet for the world renowned 

Kitamura brand of machine tools.

The arrival of the Kitamura brand into the Dugard 

family is a huge coup for the Brighton based 

machine tool company, especially as it was the 

Japanese manufacturer that sought out the sales, 

service and distribution expertise of Dugard 

to enhance its footprint in the UK market. The 

Kitamura range is renowned for its quality, precision, 

productivity and speed that place the machines in 

a well recognised premium market position. Dugard 

has certainly jumped upon the quality of the brand, 

selling two machines in the first two weeks of the 

agency agreement, with dozens more enquiries 

already flooding in. Commenting upon Dugard 

becoming the UK sales agent for the prestigious 

brand, Product Sales Manager at Dugard, Mr Colin 

Thomson says: “The arrival of the Kitamura brand 

marks an exciting time for Dugard and it genuinely 

brings a new dawn in the company’s evolution.”

www.dugard.co.uk

Winning Force from Durma
Axe & Status Machinery Ltd are exclusive 

UK distributors for Durma machinery, 

service and technical support, they are 

delighted to share with you the DURMA 

HD-F 3015 Fiber laser cutting machine.

As a total supplier for sheet metal manufacturing 

with almost 60 years of experience, Durma 

understands and recognizes the challenges, 

requirements and expectations of the industry.

Striving to satisfy the ever higher demands of 

our customers by continuously improving our 

products and processes while researching and 

implementing the latest technologies.

The Durma Fiber Laser is unrivalled with its rigid 

body structure, perfect filtration system, compact 

design, efficiency and user friendliness. With a 

Bevel Head for vertical and bevel cuts from 0 

° to 45 °. Optimal results provided through the 

combination of 5 axis interpolation and software. 

Positive and negative bevel angles in one part. 

Fiber lasers outshine with its fast cutting and energy 

efficiency abilities when especially its compared to 

CO2 lasers. Easy to use, maintenance and service 

has been achieved by the high technology of Fiber 

Lasers. Globally recognized efficient components 

used in DURMA Fiber Lasers add value to your 

company.   Rack & Pinion and Linear Motor Motion 

technologies achieves 3G acceleration. Durma 

always strive to serve quality, performance and 

efficiency to their customers.

www.axestatus.com 

New 4/5-axis machining centre 
German machining centre manufacturer Burkhardt 

+ Weber (B+W) has launched a new, horizontal-

spindle model, the MCC 800, to sit alongside the 

smaller MCC 630 that was introduced in 2017. 

Availability in the UK, Ireland and the Middle East is 

through sole sales and service agent, Kingsbury.

B+W has incorporated the stiffness and power of 

its heavy duty MCX range into the compact MCC 

models. In the case of the latest 800 mm (optionally 

1,000 mm) pallet machine, it has created one of 

the most rigid and powerful metalcutting centres 

in its class for producing prismatic components 

weighing up to 2.5 tonnes including the fixture. 

The single-piece bed casting allows rapid 

installation and commissioning, either as a 

stand-alone machine or as part of a line. B+W 

integrates a high level of Industry 4.0 monitoring 

and networking capability into its machines, 

offering comprehensive data acquisition and 

communication for efficient production, process 

safety and timely maintenance.

www.kingsburyuk.com
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CAD/CAM Suite Expanded
The latest version of the hyperMILL® CAD/CAM 

suite, 2019.1, is now available. OPEN MIND has 

expanded the finishing module in the hyperMILL® 

MAXX Machining performance package. Further 

highlights include process optimizations as well as 

new functions for reducing calculation times. ‘5-axis 

Prismatic Fillet Finishing’ is a new function in the 

finishing module of hyperMILL® MAXX Machining: 

Thanks to the geometry and automatic setting of the 

barrel cutter, this feature can be used in accordance 

with the principle of a high-feed milling cutter. 

www.openmind-tech.com
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MACH 2020 and Lloyds Bank reaffirm 
long term partnership
The Manufacturing Technologies 

Association (MTA) are pleased to announce 

that for the fifth consecutive show Lloyds 

Bank will be the headline sponsors of 

MACH 2020. MACH 2020 is scheduled to 

take place from 20th-24th April at the NEC, 

Birmingham. The exhibition will showcase 

the latest in manufacturing technologies, 

with Lloyds Bank’s involvement being a 

pivotal part of the event.

This latest commitment showcases a decade of 

support to the show, Lloyds Bank having been 

a longstanding supporter of MACH and the 

manufacturing sector. The Bank has recently 

reaffirmed this commitment to manufacturing 

by increasing its lending commitment to UK 

manufacturers. Having originally pledged to lend 

in excess of £6 billion to manufacturers between 

2013 and 2018, the Bank has committed a further 

£1 billion per year of new lending, pledged through 

to the end of 2020.

James Selka DL, CEO of the MTA, who organise 

MACH on behalf of industry, said: “We have had 

a fantastic working relationship with Lloyds Bank 

over the course of their sponsorship of MACH. 

We share the same vision - to increase the UK’s 

productivity while seeing manufacturers employ 

the latest technology to achieve it.”

He continued: “With Lloyd Bank’s pledge to lend a 

further £1 billion per year to the UK manufacturing 

sector until 2020 and the expansion of the 

Annual Investment Allowance from £200,000 to 

£1,000,000, MACH 2020 is the perfect platform to 

stimulate investment. It is integral to the success 

of MACH that our exhibitors and visitors can 

have proper access to finance, from a bank that 

understands manufacturers’ needs.”

David Atkinson, UK Head of Manufacturing at 

Lloyds Bank said: “Lloyds Bank has consistently 

shown commitment to UK manufacturing 

throughout its history. Aligning ourselves with 

the most widely recognised industrial trade show 

is a natural partnership for us. The MTA and 

Lloyds have been working hard to close the UK’s 

productivity gap over the past four shows and we 

look forward to doing even more in 2020.”

www.mta.org.uk

Rolls-Royce 
signs deal with 
STARLUX Airlines
Rolls-Royce joined STARLUX Airlines and Airbus 

in celebrating the official signing of an agreement 

for 17 Airbus A350 XWB aircraft and for Trent XWB 

engines.  The ceremony took place in Taipei, home 

base of STARLUX Airlines, which will use the aircraft 

to develop a network spanning destinations across 

Asia and long-haul services to North America.

K. W. Chang, STARLUX Airlines, Founder and 

Chairman, said: “We are very glad to celebrate this 

important moment together with Airbus and Rolls-

Royce today. I believe the signing of the official 

purchase deal for these excellent aircraft will not 

only strengthen our partnerships, but also boost the 

development of STARLUX to become one of the best 

airlines in the world.”

Paul Freestone, Rolls-Royce, Senior Vice President 

– Customers, Civil Aerospace, said: “We are 

delighted with the trust that STARLUX Airlines has 

placed in Rolls-Royce and extremely proud to 

support another new and important customer with 

our world-leading Trent XWB engines.”

www.rolls-royce.com

Tebis celebrates 35 
Years of fast and 
efficient digital 
manufacturing 
technology
This year Tebis shall be celebrating 35 years at its 

Open House in Munich on 8th-9th of May. For over 

35 years, Tebis group has proudly presented its 

capabilities in CADCAM and MES software with 

associated services for mechanical component, 

model, pattern, tool die and mould manufacture. It 

serves a number of industries including aerospace, 

automotive, motorsport and oil & gas industries. 

During the two-day open house, Tebis, together with 

the technology partners, will present technologies to 

help your company gain future success, examples of 

end-to-end manufacturing processes and the latest 

advances in its software. There will be high-profile 

presentations by customers, practice-oriented 

presentations of new product development, 

inspiring discussions with Tebis consultants 

and opportunities to network with experts and 

colleagues from many different industries.

www.tebis.com

Government launches opportunity for 
industry collaboration
The event in Farnborough was launched by 
Minister for Defence Procurement, Stuart 
Andrew MP, and saw 300 delegates including 
SMEs and technology-led organisations 
attending to build connections and take part in 
a series of briefings outlining the capabilities 
and skills needed to shape the future of 
Combat Air System delivery in the UK.

The Tempest programme aims to harness and 

develop UK capabilities that are critical for Next 

Generation (NextGen) Combat Air capability and 

to retain the UK’s position as a globally competitive 

leader through understanding of future concepts, 

technologies and capabilities.

It is a fundamental pillar of the Combat Air Strategy 

announced last year, providing a catalyst for STEM 

generation by opening opportunities for industry 

collaboration on a new level.  Novel partnerships 

will be formed where there is opportunity to 

contribute capability, technology or intellectual 

property to the development of NextGen military 

air capability in the UK.

Stuart Andrew MP, Minister for Defence and 

Procurement said:

“The Tempest programme guarantees the UK’s 

position as a world-leader in air power into the 

future and is a huge boost for the UK defence 

sector. Delivering this ambitious vision will see the 

MOD drawing on the innovation and creativity of 

the UK defence sector, which already supports 

over 18,000 highly skilled jobs across the country.”

Hosted by Team Tempest (a co-funded 

technology initiative bringing together the Royal 

Air Force Rapid Capabilities Office, Dstl, DE&S, 

BAE Systems, Rolls Royce, Leonardo and MBDA) 

and facilitated by ADS, the event offered a briefing 

for UK industry to better understand the Tempest 

programme and its role in supporting the UK 

MoD’s Combat Air Strategy and was followed by a 

separate, classified briefing.   

The event presents an opportunity for a joint 

Government and industry approach to meeting the 

strategic intent of the UK’s Combat Air Strategy in 

a novel manner. The UK is already a world-leader 

in the Combat Air sector, with a mix of skills and 

technologies unique in Europe, supporting over 

18,000 highly skilled jobs. The sector delivers a 

turnover in excess of £6bn a year and has made 

up over 80% of defence exports from the UK over 

the last ten years.

The Tempest programme will directly inform the 

UK’s acquisition programme to succeed Typhoon. 

Representatives of the acquisition team were on 

hand at the event to explain their programme and 

how it interacts with the Tempest programme. The 

event has set into motion a series of discussions 

to develop the right capabilities, the right 

technologies, and the right level of agility and 

collaborative working to meet the demands of 

this future acquisition programme, delivering a 

prosperous and sustainable sector.

www.baesystems.com

Lantek names Unai Asla as new Chief Financial Officer
Lantek Sheet Metal Solutions 

announces the appointment 

of Unai Asla Vicente as the 

new financial director. Asla 

is also a member of the 

management team led by 

Alberto López de Biñaspre, CEO 

of Lantek. The move is part of Lantek’s strategy to 

solidify itself as market leader and underpin its firm 

commitment to the digital transformation of the 

metal industry. Asla holds a bachelor’s degree in 

Business Administration and Management from 

the University of Deusto. He has over 16 years of 

experience in worldwide industrial companies. 

Having held management positions in business and 

finance, Asla has a clear focus on the commercial 

area and vast knowledge of client requirements as 

well as international business management.

www.lanteksms.com 
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FLUIDS LIVE crucial to maximum reliability
FUCHS Lubricants’ has seen great success with 

its recently-upgraded FLUIDS LIVE monitoring 

system. FLUIDS LIVE is an easy to navigate web-

based recording, tracking and reporting tool with 

integrated KPI measurements. It is designed to 

provide customers with instant access to key data, 

enabling faster and more informed decision making 

to help maximise reliability through an effective 

lubrication strategy.

Keith Salt, of FUCHS  industrial division, said: 

“FLUIDS LIVE is proving extremely popular amongst 

our industrial customers, supporting lubrication 

programmes and improving control over traditional 

paper based programmes. We have more than 100 

manufacturers already signed up globally and a 

good number of these are in the UK.”

FLUIDS LIVE provides crucial lubrication 

measurements including history of fluid usage, 

lubrication routes completed, exception reporting 

and associated costs of lubricants.

www.fuchs.com/uk 
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Long term support for Scottish 
advanced manufacturing and 
research
DMG MORI has been a Tier 1 member of the Advanced Forming 

Research Centre (AFRC) since 2015. Located in Inchinnan, 

Scotland, it is a collaborative venture between the University of 

Strathclyde, Scottish Enterprise, the UK Government and leading 

multinational engineering firms. The centre’s objectives are to 

work proactively to disseminate skills and technology that will offer 

a different perspective to manufacturing methods by the use of 

forming techniques.

As part of its Tier 1 membership, DMG MORI has supplied four machines to 

the AFRC a CTX beta 2000 TC 5-axis turn/mill, a NLX 2500SY 700 an HSC 

75 linear 5-axis machining centre and a DMU 125 FD duoBLOCK® 5-axis 

mill/turn.  

With this range of machines, the centre is able to manufacture and carry 

out research and development activity for complex components, tools, dies 

and moulds, with the aim of reducing costs and lead times and improving 

functional performance.

DMG MORI is a strong supporter of Scottish industry, where its technology 

is in use at companies such as Fife Fabrications, C.A. Models, Vert Rotors, 

Castle Precision and Hunting Energy Services, where the reliability and 

precision of the machines helps these companies manufacture complex high 

value parts economically.

Steve Finn, Managing Director of DMG MORI UK says, “We are committed 

to the development of high value manufacturing in the UK. By supporting the 

AFRC we can bring our expertise to bear within the advanced manufacturing 

industry, throwing a new light on the radical techniques that are possible. 

Companies using our machinery in Scotland manufacture parts ranging 

from heavy duty threaded pipes for oil and gas to high precision rotors 

where 5µ accuracy is essential.  Achieving positive outcomes for this range 

of applications relies on the know-how available from DMG MORI and our 

commitment to excellence in machine design, manufacture and service.” 

www.dmgmori.com

UK Government warned 
about lack of automation in 
manufacturing

The Business, Energy and Industrial Strategy Committee has heard 

evidence from a number of UK leading manufacturing experts, including 

the Managing Director of FANUC UK, Tom Bouchier, about the dangers of 

falling behind other European nations because of a lack of automation.

Speaking at Parliament, Tom explained how when compared with other 

European countries, the UK has been slow to adopt automation in 

manufacturing processes. Despite demand in automation increasing in 

the UK, slow adoption has led to lower levels of industrial robots across the 

manufacturing sector.  

Outlining the scale of the disparity, Tom commented: “The UK is the only 

G7 country with a robot density below the world’s average - a figure that 

stands at just 74 units per 10,000 workers. This positions the UK behind 14 

other European countries, whilst Germany has a density of 309, making it 

the most automated nation on the continent.

“It is no longer a question of whether businesses can afford greater 

automation, but a case of whether they can afford not to automate. If we’re 

30% less productive per hour than a German worker, then we are not going 

to stay competitive. We can’t put the genie back in the bottle, we have to 

automate in order to keep pace with our competitors”.

Tom Bouchier was referencing a recent report from the International 

Federation of Robots (IFR), which discusses the extent to the UK’s lack of 

industrial robots. Tom added that negative attitudes towards automation 

could be a contributing factor to the slow adoption in the UK, which is 

something that needs to be addressed for British manufacturing to increase 

its capabilities.

www.fanuc.eu/uk/

ID News
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Workplace Noise!
Elevated noise in the industrial setting has been shown to have long term 

detrimental effects on workers’ health and wellbeing. Here, Anthony 

Barnett, Technical Marketing Manager at Armacell, looks at why the 

source of the problem is not always as obvious as you may think.

Workers response to noise is well documented 

and even at a low levels it includes physiological 

responses, central nervous system reactions 

and biochemical changes in the body. In these 

situations it exacerbates stress and increases 

the risk of accidents. It can also hinder 

communication amongst workers and, more 

seriously, make safety and warning instructions 

inaudible. 

When we think of noise in an industrial setting 

we automatically assume it is from machinery 

and processes, which is sometimes the case, 

although much work has been done over the 

years on attenuation and dampening these 

causes. A consequence is that noise disturbance 

from other sources, such as rainfall falling on 

metal profiled sheeting roofs and water rushing 

through guttering, downpipes and wastewater 

pipes have grown relative to these attenuated 

sources.

These sound waves, especially on large 

industrial buildings can reach elevated levels. 

The noise of this falling water is transferred via 

unprotected pipes to wall and ceiling elements 

and from there it can block out measures that 

are there to protect worker safety, for example, 

machine alarms, fork truck reversing signals and 

human voices. 

The draft standard created by the BRE, BS EN 

ISO 140-18:2006, outlined the level of noise 

generated from a roof under certain conditions. 

It uses two types of rainfall: Intense and Heavy. 

A rainfall rate of 40mm per hour (mm/h) is 

classed as ‘intense’ and occurs once every 50 

years. ‘Heavy’ rain has a rainfall rate of 15mm/

hour and occurs once every two years. Often the 

most intense rain will fall for only a few minutes 

before easing off to heavy or gentle rain, and 

this is a much more common phenomenon that 

prolonged ‘intense’ or ‘heavy’ rain. Noise from 

rain water on the roof, guttering and downpipes 

regularly exceeds 70dB, which is comparable to 

typical street traffic. 

Good acoustic design that is appropriate to 

industrial buildings can mitigate many of these 

issues. In practice this involves applying acoustic 

foam materials to rainwater and wastewater 

pipes. They have been show to achieve very 

good acoustic damping and acoustic isolation 

properties across the frequency range relevant 

to industrial buildings – irrespective of whether 

it is installed on aluminium or PVC rainwater and 

waste water pipes.

They also display very good fire behaviour, 

achieving the best fire class for organic products 

in the European SBI test. When supplied 

with a silver-coloured aluminium covering 

it complements metal-clad installations in 

industrial buildings where pipes are visible. 

Choosing a closed-cell insulation material also 

prevents condensation on the pipes, avoiding 

any deterioration over time.

The material should ideally consist of a 2mm 

thick foil faced acoustic EPDM-EVA barrier with 

4kg/m2 weight and a 9mm elastomeric foam 

layer for decoupling. Independent tests by CSTB 

(Centre Scientifique et Technique du Bâtiment) 

confirmed that these acoustic foams are able to 

reduce the airborne sound pressure levels of a 

roof drainage system by 16 dB (A) at 2 l/s water 

flow.  Similar tests on a PVC pipe, where the 

vibrations caused by flowing water are stronger 

because of the lighter weight PVC, achieved 

a noise reduction of 12 dB (A). The human ear 

perceives a reduction of 10 dB (A) as halving the 

volume.  By choosing the correct flexible acoustic 

foam it is possible to achieve a weighted sound 

reduction index (Rw) up to 28 dB when pipe and 

pipe elbows are insulated.

As sound mitigation measures on specific 

industrial processes and machinery becomes 

ever more effective, noise disturbance from 

rainwater will grow relative to this. That means 

any materials that tackle this growing problem 

will be making an important contribution to 

workers’ occupational health and welfare. It 

is therefore essential that noise abatement 

measures in the form of thin acoustic lagging are 

consistently planned and properly carried out, 

both when constructing new buildings and when 

upgrading existing ones. 

ID Opinion
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IDIndustrial Director

These include the Comara iCut software tool, 

which is based on the real-time analysis of 

incoming machine data. Comara has not re-

invented milling or turning with the iCut adaptive 

feed control but has focused on getting the most 

out of a machine without making major changes 

to the existing process or carrying out complex 

and time-consuming programming work. 

The software is integrated into the existing 

control program and applies the data for the 

machining process. In the first cut, iCut ‘learns’ 

the idling output of the spindle and the maximum 

cutting efficiency per cut. Then it measures 

spindle output (at up to 500 times per second) 

and automatically adjusts the feed and, as a 

result, the machine operates at the maximum 

feed that iCut has ‘learned for each tool, 

whenever possible. 

If the cutting conditions change, perhaps 

owing to varying contact angles and depths of 

cut, fluctuations in allowance or due to signs 

of tool wear, iCut adapts the speed and output 

in real time – and the resulting optimised 

milling increases process reliability and boosts 

production output, at least by 10 per cent. 

In addition, the forces on the spindle are more 

constant - which increases its service life – and if 

the tool is in danger of breaking, iCut immediately 

reduces the feed or stops the action.

Comara has also developed the appCom 

software platform to make all the data generated 

during the machining process usable for process 

optimisation. Comara appCom comprises two 

components: a PC, which is installed in the 

machines and integrated in the control system; 

and the software, which analyses and displays 

data. 

Walter uses the app principle for this and even 

the basic version of appCom features more 

than 13 apps which can be used to collect and 

monitor parameters including machine status, 

productivity and the stability of the programs 

being run. Company-specific apps can also be 

programmed and displayed.

In addition, the system can identify current 

problems and critical processes as well as 

analyse all production processes on a machine. 

Parameters include efficiency, costs per tool 

or per workpiece and process reliability. This 

produces live data to be used to optimise and 

plan production. Comara appCom can also be 

connected to ERP systems. 

“While various factors determine the potential 

efficiency and savings that result from the use 

of a monitoring and analysis software platform 

such as appCom,” says Walter GB, “we can say 

that appCom users do see a significant increase 

of productivity and process reliability.”

Addressing Industry 4.0
with real time data for Process Optimisation

Industry 4.0 means different things to different people and, indeed, the phrase very 

often causes uncertainty among production engineers, especially those in small/

medium-sized companies. However, after addressing digitalisation some years 

ago, Walter has specifically developed for such users its Nexxt digital products 

and Industry 4.0 solutions.  

www.walter-tools.com

ID Industry 4.0 IDIndustry 4.0



industrialdirector.com   -  April 2019  -   Page 19Page 18  -  April 2019  -  industrialdirector.com

Unprecedented Demand
The UK division of the Italian owned, Prima Power Group has recorded its 

best ever year in 2018, with sales surpassing all previous years since the 

subsidiary was founded. 

The company, which manufactures an extensive 

range of machinery for the cutting and forming of 

sheet metal, won a significant number of orders 

for both stand-alone machines and automated 

systems, right across its product portfolio.

“It has been an incredible year” remarks UK 

General Manager, Fabrizio Barberis, “we have 

seen unprecedented demand across our 

whole product range, including our 2D and 

3D laser cutting machines, punch and shear 

systems, press brakes, panel benders and 

our fully automated systems. It has also been 

very encouraging to see that our new orders 

have come from both existing customers, who 

are very happy with both our service and their 

existing Prima Power machinery, and from new 

companies that are working with us for the very 

first time”.

Whilst some installations are already complete 

and operational, Prima Power report that 

several, larger system orders will be installed and 

commissioned during the early part of 2019.  One 

such notable project will see the installation of a 

new, fully automated line for Punching, Shearing 

and Laser cutting sheet steel parts used in 

domestic heating boilers.

The system comprises of two fully automatic 

machines from Prima Power, the first being a 

‘Shear Genius 1530’ and the second a ‘Combi 

Genius 1530’ - both of which are connected to 

a common ‘Night Train’ multi-station, cassette-

based storage and loading system, which allows 

the machines to run lights-out in full automation 

mode.

Based on a rigid, O-Frame construction, Prima 

Power ‘Shear Genius’ models are designed 

for the complete processing of parts from 

input material sheet or blank to the processed 

component through one machine system, 

without the need for secondary operations and 

costly materials handling.

Available with two performance level options 

and with a choice of either 1.5m x 3m or 1.5m x 

4m initial sheet capacities. Prima Power ‘Shear 

Genius’ machines are equipped with large 

capacity, high speed turret tool systems that can 

be loaded with up to 384 tools when using multi-

tool units. The machines feature a punching 

force of up to 300 kN and an extremely fast 

punch rate, with optional abilities for tapping, 

marking and forming.

After loading to the machine, the material is 

positioned and controlled beneath the turret 

head by a high speed, servo-controlled gripper 

system, which works in synchronisation with 

the punching unit. The punching unit can be 

fitted with an optional intelligent ram, allowing 

even greater use of multi-tool units in the turret 

and further increasing the machine’s flexibility, 

efficiency and output. Forms, holes, cut-outs 

and features can all be produced at high speed 

and with no skeleton or material waste. 

On completion of the punching process the final 

pieces are automatically moved to a robust, 

high-speed shear station, which cleanly and 

accurately separates the completed pieces 

from the sheet, ejecting them from the machine 

to optional collection or automatic unloading 

systems.

Complementing the ’Shear Genius 1530’, the 

customer also added a ‘Combi Genius 1530‘ for 

even greater versatility and output capacity, with 

the second machine offering both punching and 

laser cutting processes in a single solution.

Using the same, robust, O-Frame design 

concept found in the ‘Shear Genius’ models, the 

‘Combi Genius‘ also shares the same punching 

system, material control and turret design as 

found on its sibling. This again offers punching 

forces up to 300 kN, a turret capacity of up to 384 

tools and all of the same process 

capabilities.

On the ‘Combi Genius‘, 

complementing the punching 

unit and in place of the material 

shearing unit, Prima Power include 

a Laser cutting system using a 

choice of either 3kW or 4kW Fibre Laser. The 

laser head considerably expands the processed 

part designs available from the machine, 

allowing the fast and accurate cutting of more 

complex shapes and features without the need 

for specific tooling. 

By combining both Punching and Laser 

cutting on a single solution, the machine offers 

significant process flexibility and low operational 

cost. Prima Power ‘Combi Genius‘ machines 

are available with models for 1.25m x 2.5m, 

1.5m x 3m and 1.5m x 4m sheet sizes and with 

a choice of two performance levels. In stand-

alone configuration, all models can be optionally 

equipped with a variety of automation solutions 

for both the loading and unloading of materials 

and completed parts. Further downstream 

options for the ‘Shear Genius’ models also 

include connection to a Prima Power, ‘EBe‘ Panel 

Bender, which automatically produces the bent 

forms on the parts without operator intervention.

For this particular project, the customer chose to 

link both machines to a Prima Power ‘Night Train’ 

system, representing the ultimate in process 

automation as both a material storage system 

and automatic loading device for each machine. 

Under full automation, materials are picked 

from their storage positions and brought to the 

automatic loading elements 

of each machine, concurrently 

with the machine processes taking 

place and ensuring uninterrupted 

operation with processed pieces 

being ejected by the machines to automatic 

unloading stations.

Prima Power ‘Night Train’ systems are modular 

and can be configured to suit each customer’s 

specific needs and to serve any number 

of machines, depending on processing 

requirements and available factory space.

All Prima Power machines utilise servo electric 

drive technology, ensuring consistent, clean 

performance, with low energy costs and high 

performance. Industry 4.0 is also a standard, 

integral element on all machine systems from 

the Italian manufacturer, giving the customer 

valuable data feedback on machine status, 

utilisation, production performance and part 

availability.

Both the Prima Power Group and Prima Power 

UK have also been expanding during the past 

12 months. The group have recently completed 

and started operations at a new, state-of-the-art 

facility in Seinäjoki, Finland whilst a further new 

facility dedicated to innovation is currently being 

constructed alongside the impressive company 

Headquarters and Technical Centre in Turin. 

In the UK, several new members have joined the 

Coventry based Prima Power team, in both the 

sales and service departments, with the trend 

set to continue into 2019.

Joining as Sales Manager is Barry Rooney. With 

more than 25 years’ experience in machine tools, 

across multiple industry sectors, Barry will take 

overall responsibility for sales and marketing in 

the UK and Ireland, continuing the sales growth 

and business development in the market for all 

products. “It’s a fantastic time to be joining the 

company”, says Barry, “We have an amazing 

range of incredible machines, a great customer 

base and industry reputation. 2019 will see even 

more developments from Prima Power and we 

are really excited for the future”.

www.primapower.com 
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Right First Time
Holmfirth-based sheet metal design and engineering specialists, 

Allsops Ltd, has progressed from CO2 to fibre laser cutting, resulting 

in significant financial savings.

ID Sheetmetal

Software for laser cutting and bending produces 

‘right first time’ parts .Mild steel from 1.2 to 3 mm 

thick is mainly processed and for these gauges 

- even up to 6 mm - the production output from 

each of two Bystronic fibre laser machines is 

at least three times that of the previous CO2 

models they replaced, added to which running 

costs are much lower.

Furthermore, during 2018 the subcontractor 

upgraded its bending capability with the addition 

of two Xpert 40 Bystronic press brakes having a 

bending length of one metre and a stroke of 200 

mm. Raising the number of press brakes on site 

from this supplier (and predecessor companies) 

to 11, they provide a much more efficient platform 

for bending smaller parts than is possible using 

a 3-metre capacity machine, which necessarily 

has slower axis movements. 

Allsop’s use the Swiss manufacturer’s BySoft 7 

software to program both the fibre laser cutting 

machines and the new press brakes. It results 

in seamless, rapid progression from cutting the 

blank to bending and guarantees accuracy of 

the first-off part. This is invaluable for economy 

of production when dealing with prototypes and 

short runs. The software includes simulation of 

the bending sequence to identify any impending 

collisions.

Stephane Lericolais, Allsop’s technical director 

said, “We previously used generic programming 

software for laser cutting and bending, but since 

2010 we have standardised on BySoft 7. It imports 

our customers’ 3-D CAD models, flattens them 

and automatically generates programs offline for 

cutting the parts, nesting them optimally within 

a 3 x 1.5 metre sheet, and then bending them 

accurately.

“We know that the first part will be within tolerance 

whereas previously, before producing a 

prototype or starting a batch run, we would have 

to cut a blank, calculate the bend allowance, fold 

the part, check it for accuracy and have to do the 

same again perhaps once or twice before the job 

was right. All of this created expensive scrap and 

took much longer.”

Not only is production able to start more quickly 

on the compact Xpert 40 press brakes, but the 

machines are also highly efficient, according to 

Allsop’s production director, Lyndon Tyas.

He commented, “With these inherently fast 

bending cells, all of the upper and lower tooling 

is to hand in drawers on the left and right hand 

sides of the machine and the operator can 

remain seated when loading them.

“Tool positions are automatically calculated as 

a part of the program and flashing LEDs on the 

front of the upper beam instruct the operator 

where to mount the tool segments.

“The ergonomic configuration means that setting 

up the machine is rapid, typically 15 minutes for a 

straightforward part. Accuracy is high - we easily 

hold ± 0.5 mm, more than good enough for most 

jobs and we can even halve that tolerance if 

required.”

He also pointed out that there is space to hold 

cut blanks on one side of the machine and 

components that have been bent on the other. 

Another feature is the ByVision touch-screen 

control, which can be conveniently positioned to 

one side at the operator’s eye level, or just above 

it centrally if preferred.

24/7 production no longer needed

Allsops has been a customer of Bystronic or its 

acquired companies for more than 20 years and 

there is little sheet metal processing equipment 

on the Holmfirth site, apart from a bending line 

and a punch press, that have not been sourced 

from this supplier. While thinner gauges of mild 

steel constitute a majority of the material going 

through the machines, plate up to 25 mm thick is 

also cut as well as stainless steel and aluminium 

up to 30 mm.

The subcontractor was an early adopter of CO2 

laser cutting, installing its first model back in 

1995. Latterly there were two such machines 

on the shop floor with a 4.4 kW and 5.2 kW laser 

source respectively. They were replaced in 2015 

and 2016 by a BySprint Fiber and a ByStar Fiber, 

both of 6 kW specification and of 3 metre by 1.5 

metre sheet capacity. The machines are supplied 

with material from ByTrans handling units that 

were formerly fitted to the CO2 machines, 

enabling automated delivery of fresh sheets 

to the machines and return of laser profiled 

components for removal from their skeleton.

IDSheetmetal
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Allsop’s is yet another good example of where 

fibre cutting has massively increased productivity 

compared with CO2, in this case typically 

threefold. Managing director Rob Machon 

and his team had been keeping an eye on the 

advent of the technology and had watched the 

introduction of machines with 2, 3 and then 4 kW 

of fibre laser power, but decided to wait until 6 

kW became available before making the first 

investment.

If the BySprint model was a revelation in terms 

of increased throughput, the ByStar installed the 

following year raised performance significantly 

further. Due to faster axis movements and 

higher dynamics compared with the earlier fibre 

machine, some sheets are processed 30 per 

cent faster if components are complex, while for 

the simplest jobs there is still an improvement of 

nearly 10 per cent.

Together, the machines are so productive that to 

achieve the required throughput, it is no longer 

necessary to run the factory 24/7, leading to 

significant labour cost savings. Currently, only 

a night shift is needed four days per week and 

there is no longer a necessity for weekend 

working. At the end of Friday afternoon, the two 

ByTrans are loaded with material, which provides 

both machines with a couple of hours’ lights-out 

running for processing the following Monday 

morning.

Mr Lericolais advised that further savings result 

from there no longer being a need for any laser 

gas or beam purging gas, while assist gas 

usage per cut component is 37 per cent less. 

Additionally, electricity bills have reduced by a 

similar amount, unsurprising as CO2 technology 

requires 98 kW of input power to generate 6 kW 

of laser power at the cutting nozzle.

www.bystronic.com

About Allsops Ltd

Founded in 1959 by Bob Allsop to support 

a growing manufacturing community in 

west Yorkshire, the sheet metal design 

and engineering subcontractor is 

celebrating its 60th anniversary this year. 

It operates from 84,000 sq ft premises in 

Honley, near Holmfirth. 

From the start, the company adopted an 

unwavering focus on quality. Services 

range from design consultancy through 

punching, laser cutting, folding, welding, 

fabrication and powder coating to 

assembly. Installation of modern and 

highly efficient production machinery, 

notably from Bystronic, has a boosted 

turnover to in excess of £10 million and 

the company now employs 150 staff.
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The world of vehicle restoration has recently seen a resurgence 
in capabilities with the introduction of 3D scanning. 

In the past, the relatively high cost and complex 

operation of such technologies meant this 

was exclusively the domain of specialist 

organisations, making 3D scanning out of the 

reach of this market sector. However, with the 

introduction of hand-held scanning systems, 

3D scanning has now become far more 

accessible 3rd party “bureau “ service providers. 

However, one of the inherent problems often 

associated with these services is an inability to 

deliver design or finished CAD model data that 

accurately meets the end users real needs. For 

example, the file format may not be correct for 

a downstream process, or the CAD is supplied 

with a quick auto surface rather than a detailed 

surface creation.

Capture Point is a “bureau“ service provider 

with a difference. Firstly, owner Doug Larkin has 

over 25 years experience within the Automotive 

industry, having served at both Land Rover and 

Aston Martin within Engineering and Design. 

His experiences cover Studio Design (clay 

modelling) and associated processes such 

as surfacing, and design feasibility studies. In 

addition, Doug has had many years of experience 

with 3D scanning, producing point clouds 

and reverse engineering with a wide range of 

systems, and to further improve and expand his 

scanning capabilities, he has now invested in 

the latest technology offered by Measurement 

Solutions, namely the Creaform MetraSCAN 3D.

The combination of the arm-free handheld 

MetraSCAN 3D scanning system & the C-Track 

dual-camera sensor forms a unique duo that 

generates the most accurate scan data possible 

on any type of surface, both in the laboratory 

and on the shop-floor. When combined with the 

HandyPROBE Next, this complete and powerful 

solution combines probing and scanning to 

increase the reliability, speed, accuracy and 

versatility of any scanning process. Larkin 

comments “The MetraSCAN 3D solution allows 

total freedom of movement and offers us unique 

‘scalability’ from just 1 metre up to over 16m3 

in volume”. This flexibility is vital for a service 

provider due to the many diverse applications 

in the Auto, Yacht, Train and Ship Building 

industries. “Additionally, due to the enormous 

variety of projects that we encounter, component 

materials were a major factor in selecting the 

MetraSCAN 3D. We need the capability to take 

a single product to customers with complete 

confidence that all materials can be scanned, 

ranging from shiny or polished surfaces through 

to matt or gloss Black paint. For example, the 

Classic Car market is very reluctant to apply 

powder or photogrammetry targets to the 

painted surfaces. With the MetraSCAN 3D, we 

require none of these“.

Following the investment, Capture Point 

recently completed a new “Buck“ design for 

a classic Aston Martin DB5 build project. A 

Car Body “Buck“ acts as a master pattern for a 

vehicle, having all the profile data visually and 

mechanically required to make repeat panel 

shapes for a car body or car shell manufacture. 

In order to generate the “Buck“ design, Doug 

firstly had to laser scan the existing DB5 in its 

entirety using the MetraSCAN 3D without using 

targets or powder. Larkin explained further the 

importance of this process.

“Originally our intention was to scan one half 

of the vehicle and mirror the data to create a 

symmetrical design. However due to the speed 

of the MetraSCAN 3D compared with previous 

methods using photogrammetry, we were able 

to save half a day of post processing time, 

thus we decided to scan the whole vehicle. 

This inadvertently highlighted some significant 

design considerations, as unbeknown to us the 

original DB4 had inherent differences on the 

left and right-hand sides of the vehicle, which 

critically affected the shut lines of the front door, 

the curvature form of the fender and the profile 

of the windscreen surround. This was the nature 

of the original ‘hand-built’ vehicle production 

process, as also confirmed by the Coachbuilder 

we were working with.”

The design intent was to produce a symmetrical 

“Buck“ using Creaform’s VXmodel software, 

enabling Capture Point to create a master 

mesh model which maintained the desired shut 

lines from the right-hand side blended with the 

desired fender profile of the left side. Typical 

examples of the vehicle anomalies highlighted 

by the scan data include a 10mm difference in 

fender curvature on the original DB5. Once the 

master mesh had been finalised, Capture Point 

used modelling software such as SpaceClaim 

and SolidWorks to create a finalised CAD model 

and machinable block design for the “Buck“, 

which was also manufactured in-house.

Another fine example of the use of 3D scanning 

is KW Special Projects of Brackley. KWSP is 

a high-performance engineering provider 

that uses the capabilities and technologies 

of the motorsport industry to provide turnkey 

engineering programme delivery, from concept 

to manufacturing & assembly. Key to KWSP’s 

approach is the use of digital manufacturing 

techniques such as Additive Manufacturing 

(3D Printing) that facilitate bespoke solutions 

to engineering challenges. KWSP’s core 

capabilities include lightweight structures & 

composites, powertrain integration, control 

systems & automation and full system 

integration, with clients across Automotive & 

Mobility, Performance Sport and Manufacturing.

KWSP were recently challenged with re-

engineering a vital component of an iconic 

classic car. The Alfa Romeo Tipo 33/3 is one of 

only 12 cars made by the Italian manufacturer in 

the late sixties to compete in the World Sportscar 

Championships. Run by Autodelta, the works 

team, the car initially struggled, but found 

major success in 1971 at races in Buenos Aires, 

Sebring and Brands Hatch. It went on to gain a 

Back To Life
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faithful following, and even played a starring role 

in the Hollywood movie, Le Mans, alongside 

Steve McQueen.

One of the remaining Tipos is being run by UK-

based Martin Stretton Racing, a leading historic 

racecar restoration specialist. Like many race 

teams and restorers alike, Stretton is faced with 

a challenge that will only get harder as historic 

cars become older – the replacement of original 

parts. Emerging industrial technologies, such 

as additive manufacturing and 3D printing, are 

transforming the sector’s response to the spare 

parts problem, in the historic motorsport market. 

And when such know-how is used in conjunction 

with digital scanning techniques, this makes for 

a powerful mix. Employed by skilled engineers, 

these tools can be used to help re-manufacture 

one off, original parts quickly and often at a 

fraction of the cost of traditional methods.

Faced with badly damaged parts that have 

kept its Alfa Romeo Tipo off the road for several 

seasons, Martin Stretton Racing turned to high 

performance engineering consultancy KWSP, 

to bring its rare works 1971 Alfa Romeo Tipo 

back to the grid. The car’s original, naturally 

aspirated, three-litre V8 engine was in good 

working order, apart from a problematic engine 

cover, which had deteriorated significantly in 

recent years, and had been subject to numerous 

running repairs. As an integral working part of the 

vehicle’s powertrain, the poor condition of the 

front cover had become a major issue. The final 

straw came when it failed to start.

Using a Creaform HandySCAN 3D from 

Measurement Solutions, KWSP were able 

to provide a novel and rapid solution to the 

problem. The HandySCAN 3D is a hand-held 

3D laser scanner, offering an accuracy up to 30 

microns. Being completely portable and arm-

free, the scanner can tackle the most complex 

of scanning applications with ease, providing 

high quality scan data much faster than any 

other system available today. KWSP scanned 

the badly corroded engine cover, along with the 

original water pump and housing, transferring 

the scan data directly into their existing CAD for 

engineering change and manipulation, to create 

a digital model of the part.  Once the company 

had a finished digital asset, a prototype part was 

printed in a high-performance thermoplastic, 

PC ABS. Once 3D printed overnight, the cover 

prototype was fitted to the engine to confirm 

proof of concept, then giving KWSP the 

confidence to commit to final manufacture. 

Martin Stretton explains: “This is a rare car – 

only one of twelve that were made and run by 

Autodelta – so when we were searching for a 

replacement cover, the options were limited. We 

found several alternatives that were close, but 

none of them were exact matches for our Alfa 

Tipo 33.3. In the end, we had to explore other 

avenues.”

Throughout these journeys, Capture Point and 

KWSP have been supported by technicians 

from Measurement Solutions. As the Creaform 

partner in the UK since 2005, the company has 

a vast experience of 3D scanning applications 

in a diverse range of industries, from automotive 

and aerospace design and manufacture through 

to prosthetics, dinosaur skeletons, consumer 

goods and PlayStation games ! 

The complexity in the above examples illustrates 

how important a combination of experience, 

software capability and the application of the 

correct scanning hardware will serve to save an 

end user significant time and money, and ensure 

that they receive a derived design to meet their 

exact requirements. 

www.measurement-solutions.co.uk
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Teixidó operates in the automotive, pneumatic, 

equipment and aeronautics industries. The bulk 

of its production covers diameters from 0.5 to 

20mm. As Spanish group sales director Xavier 

Teixidó Pont explains: “Many bar turners are 

capable of producing these diameters, but what 

distinguishes us from our competitors is our 

ability to adapt to the tightest tolerances. Our 

13,500m2 production facilities and the diverse 

technologies we use in our company enable us 

to respond rapidly to varying demand from our 

customers.”

 

An integrated industrial approach

Teixidó is, first and foremost, a company offering 

very high performance and it is led by a team 

of highly-qualified specialists. With a workforce 

of 470 staff, the company has ISO: 9001 and 

ISO: 14001:2004 certification. Able to meet the 

strictest cleanliness requirements, Teixidó has 

its own plating and heat treatment department. 

In addition to bar turning, Teixidó has a classic 

centreless large-scale grinding machine, and 

its services also include polishing and honing. It 

produces over 300 million parts every year with 

an average PPM of 3. The company machines 

all kinds of material and offers hard turning 

operations. In addition to tempered steel, the 

offering covers an unparalleled range of materials 

such as bronze, aluminium, steel, brass, inconel, 

stainless steel, copper and titanium.

 

“Machining is our core activity. However, we 

also have a centre of competence for additive 

manufacture. This centre will soon be equipped 

with our first 3D printer, and we can perform 

cold forming operations,” as Xavier Teixidó Pont 

explains. 

 

To realise this rationale, Teixidó has relied on 

Tornos and its machines since its earliest days. 

Teixidó still has around sixty cam-type machines, 

including R10s. It was one of the first customers 

to adopt the DECO, and the first DECO 10 dating 

back to 1997, is still running.  The company 

now has several dozen Tornos CNC machines, 

including two EvoDECO 20 machines that 

replaced two old DECO 20s. “We have given 

Tornos a variety of challenges over the years,” 

states production manager Josep Colina Vidal. 

“It must be said that we have always enjoyed 

assistance from high quality contacts, both in 

Spain and Switzerland. The after-sales service 

from Tornos Spain is very fast, which we really 

appreciate.”

 

“However, it’s really Tornos’s machines which, 

when adapted for our production, make all the 

difference. We have a number of multi-spindle 

machines as well as our DECO, Delta and 

EvoDECO fleets. We have SAS 16, SAS 16.6 and 

BS 20.8 cam-type multi-spindles, MultiAlpha, 

MultiSigma and MultiDECO CNC machines 

and several recently acquired MultiSwiss 6x16 

machines including 2 machines with Y axis.” 

 

“These machines can exceed the specifications 

required of single-spindle models, offering 

stable, highly precise machining. And their six 

spindles make them extremely productive; we 

can produce far more parts per square metre. 

This means a MultiSwiss can easily replace three 

single-spindle turning machines.” 

 

“It’s a very high-performance machine, and 

I think it’s fair to say we have been seduced 

by its performance. It also enables us to save 

time on setups, partly because we can avoid 

performing several identical setups on single-

spindle turning machines, but primarily because 

the machine is highly ergonomic and changes 

can be performed very quickly. In addition, the 

machine is extremely compact thanks to its 

built-in peripherals, which is a big plus for us. To 

conclude, the MultiSwiss is an excellent partner 

for Teixidó, and the machine sits perfectly with 

our commitment to quality.”

 

“To guarantee perfect results, we have invested 

heavily in monitoring equipment; for example, we 

now have 23 measuring stations for automatically 

inspecting parts and a 3D measuring machine. 

Our philosophy is simple: customer satisfaction 

is our watchword, and to achieve it we rely on 

technology, quality and service. This has been 

our vision since the very beginning. It also guides 

Teixidó’s management in its relationships with 

employees and the environment. Training is a 

central pillar in Teixidó’s strategy for maintaining 

a high level of quality. The company has its own 

waste water purification station, as well as almost 

600 m2 of solar panels installed on the roof of the 

factory. These factors combine to form Teixidó’s 

rationale: a model for success and unrivalled 

performance.”

Passion 
and Precision
Teixidó has been specialising in the mass production of precision parts since it 

was founded in 1952. Based in Catalonia, the bar turning company is the largest of 

its kind in Spain.

IDTurningID Turning

www.tornos.com
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Tooling

From Sketch to Finished Part 
When not busy running Carlisle-based Complete Engineering Services, co-founders and 

joint managing directors, Alan Walker and Andrew Monkhouse enjoy their motorcycles, in 

particular road racing. This passion has seen them work with several riders to develop their 

race bikes and, in 2018 to celebrate Complete Engineering Service’s 20th anniversary they 

sponsored the race helmets of WNT Burman Racing’s Sam Burman. 

For the 2019 HEL Performance British Motostar 

Championship Sam has a new motorcycle and 

Alan and Andrew decided to increase their 

involvement with additional sponsorship of 

the team, part of this was the offer to machine 

components for the bike that would not only 

improve the performance of the bike through 

weight reduction, but also improve its looks 

through component design. Eager to take up the 

offer Sam and her father Phil provided sketches 

of the parts required, which included fairing 

brackets, rear brake rods, mudguard bolts and 

a specialist ride height tool. All manufactured 

from a mix of aluminium, stainless steel and 

titanium. “The sketches were detailed but when 

we gave them to our Sam, who programs and 

operates our Mikron five-axis machining centre, 

he wanted to develop them further,” says Alan 

Walker. “As the bike is situated some distance 

from us, we modelled up the parts and emailed 

designs across to Sam, for a stage approval, 

we then produced sets of ‘trial parts’ for fitting 

to the bike. These then will of course, be tested 

on track as part of the ‘shakedown’ process, so 

now the race is on getting everything ready for 

the start of the season.” 

Transferring the original drawings to CAD files 

allowed Sam to create parts that were both 

aesthetically pleasing and functional, making 

use of the five axis capability and a selection of 

WNT cutting tools from Ceratizit UK & Ireland, 

including diamond-like coated solid carbide 

milling cutters, ALU line milling cutters and the 

WNT ZSG4 workholding solution that allowed 

parts to be gripped on minimum material so that 

they could be ‘snapped off’ once machined. A 

further advantage was the fact that all of the 

WNT tools and workholding systems come with 

CAD files, making programming straightforward, 

while the Diamond Like Coated milling cutters 

allow elevated cutting data to remove material 

quickly. “Ceratizit UK & Ireland’s Matt Darbyshire 

introduced us to the DLC cutters when they first 

came out and we have never looked as they are 

now our first choice for ultimate metal removal 

and surface finish!’

www.ceratizit.com 
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These fabrications, which can be anything from 

a simple bracket to fully-assembled and tested 

machines, are supplied to customers in the 

power generation, oil & gas, and yellow goods 

sectors, among others. At any one time Stevens 

& Carlotti can have up to 1200 individual jobs in 

progress which, in addition to laser cutting; CNC 

punching and folding; welding; and painting, 

also require the support of a machining facility. 

Investment in turning and milling capacity with 

machines from XYZ Machine Tools has enhanced 

productivity on its fabricated components and, 

has also opened opportunities to develop a 

dedicated sub-contract machining capability.

“Machining of parts used in our fabrications 

remains the bread and butter for our machine 

shop, but with the increased capacity and 

capability we have now, we have seen a growth 

in pure machining work for customers. This now 

accounts for between 10 and 15 per cent of our 

machined output and is growing year-on-year,” 

says Joe Douglas, Planning Manager, Stevens 

& Carlotti. The investment in XYZ Machines 

began back in 2005 when Stevens & Carlotti 

took delivery of its first XYZ 560 Minimill, quickly 

adding a second, slightly larger XYZ Vertical 

machining centre to its capacity list. These were 

then followed by a high-speed XYZ 1060 HS 

VMC. “While we rarely use the maximum spindle 

speed of the 1060 HS, the all-round performance 

of this machine, with its fast traverse speeds 

and the Siemens control helps to reduce cycle 

times.”

More recently Stevens & Carlotti has taken 

delivery of additional capacity in the form of an 

XYZ TC 320 LTY turning centre, an XYZ 1510 HD 

vertical machining centre and lastly an XYZ 710 

HD VMC. The XYZ TC 320 LTY turning centre 

replaced a temperamental lathe from another 

manufacture and provides greater capacity with 

its barfeed, 78 mm bar capacity, 43 HP / 32kW 

spindle and 100 mm y-axis. It is the turning 

workhorse of the business with operator Callum 

Jones simply stating ‘it works’ when asked why 

he likes it. The large capacity, heavy-duty XYZ 

1510 HD VMC provides added capacity and 

capability, with its 1600 x 600 mm table giving Joe 

Douglas the option of putting large workpieces 

on it or multiple smaller workpieces. The latter 

option giving the further productivity boost of 

being able to leave the machine running out of 

hours. “We have trust in the machine to be able 

to leave it running unmanned in the knowledge 

that it will produce accurate parts without any 

manual intervention.”

Another important part of the machine buying 

decision process for Stevens & Carlotti was the 

control system, in particular its ease-of-use. Like 

many company’s finding people with the right 

skills is a challenge so anything that simplifies 

the manufacturing process is welcome. The 

XYZ turning and machining centre ranges’ use 

of the Siemens ShopTurn and ShopMill control 

systems is a major plus for Joe Douglas: “The 

XYZ machines give us everything we need, 

our location makes it hard to recruit specific 

skills and nobody operating our XYZ machines 

had any CNC experience before coming here. 

It is a testament to the ease-of-use of the 

Siemens control with its visual prompts and 

conversational programming that we program 

98 per cent of our parts at the machine. This at-

machine programming has the additional benefit 

that the operators continue to learn and improve 

their use of the technology, generating greater 

efficiencies, and they feel more involved as we 

can simply give them a drawing and they are in 

complete control of how the part is made.”

Growth at
Stevens & Carlotti

ID IDFront Cover StoryFront Cover Story

Family-owned Stevens & Carlotti is a leading sub-contractor supplying metal fabrications 

to a wide range of industries from its 64,000 ft2 facility in Sandwich, Kent.

www.xyzmachinetools.com
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The ProtoTRAK control 

system available on mills 

and lathes from XYZ 

Machine Tools has led 

the way in terms ease-

of-use and functionality 

when it comes to 

machine tool control.

The latest generation of 

ProtoTRAK, the RX, has 

retained all the features 

that made the control 

system popular with 

1000s of customers but with 

a host of new features and benefits. Central 

to the new ProtoTRAK control is its 15.6” 

touchscreen that puts all of ProtoTRAK’s 

advantages at the users’ fingertips.

Beyond the touchscreen, the functionality 

of the new ProtoTRAK remains familiar, 

making the switch for new and existing users 

straightforward. However, new features, 

such as Enhanced ProtoTRAK Assistance 

(EPA), which provides instant access to 

in-depth help for users at any point in the 

programming/operating procedure, are 

aimed at improving the ease of use of XYZ 

ProtoTRAK controlled machines. The EPA 

system addresses the change in skill sets 

that businesses are facing, where traditional 

mechanical skills with limited technology 

knowledge are being reversed, with the next 

generation having possibly lower levels of 

engineering/metalcutting experience, but 

higher acceptance of computer technology.      

The ProtoTRAK RMX controls also include an 

Auto Geometry Engine (AGE) and, in-built 

machining strategies that deliver advanced 

performance benefits, again with a simple 

touch of the screen. The AGE function is 

effectively a CAD capability within the control 

allowing users to overcome issues when data 

is lacking from drawings by automatically 

calculating missing dimensions during 

programming. Touchscreen capability 

takes AGE to a new level, with the new Tap 

to Guess feature. With the part shown on-

screen, simply tapping the screen where the 

intersection or tangent point is unknown, the 

AGE software calculates the dimension data.  

Other new features are Adaptive Toolpath, 

which can drastically reduce cycle times 

on complex milling cycles, a feature more 

commonly found on high-end CAD/CAM 

systems. The ‘look’ feature now runs 

alongside the program inputs for program 

verification along with live updating 

of program events, it will also show a 

conventional toolpath and give the user 

estimated cycle times to ensure the most 

efficient method has been selected. For the 

ultimate program check a solid 3D rendered 

image can be shown using the verify feature.  

To see just how the new ProtoTRAK control 

can assist your productivity ask for a 

demonstration at either one of XYZ Machine 

Tools’ showroom or, if more convenient, 

have a desktop demo in the comfort of your 

office.

Next generation ProtoTRAK
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Cleaning

Medical Grade Cleaning
At a cost of more than £1 million, Assembly Techniques Ltd (ATL) - in Dukinfield, Greater Manchester, 

is opening a new, two-story facility featuring a Class ISO8 (US FED STD 209E 100,000) cleanroom for 

component washing and drying on the ground floor. 

Adjacent to it is a class (IS07/10,000) area for 

processing critical clean sub-assemblies for 

future customers in the medical sector. On 

the upper level is a white room for assembling 

less critical kits that are currently supplied to 

manufacturers in the analytical, food, water and 

other industries.

At the heart of the new operation is a Pro 550 

six-stage, ultrasonic, aqueous cleaning line 

from Turbex (www.turbex.co.uk), which was 

installed in the Class ISO8 area in October 2018. 

It has taken over from an older aqueous washing 

system and will assist ATL in attaining ISO 13485 

medical accreditation, which it expects to 

achieve by the end of October 2019, enabling 

ATL to supply components to the medical sector. 

By March 2020, companies will have to comply 

with the traceability, risk and other requirements 

of the upgraded ISO 13485 specification, which 

was defined in 2016.

When auditing is complete and accreditation has 

been granted, the company will be able to carry 

out subcontract cleaning of prostheses, surgical 

instruments and other medical items, which will 

be a new area of activity. It will also be able to 

use the system for processing components used 

within the food industry.

ATL director Nigel Downing commented, “All of 

our metallic and high-end plastic components 

are supplied by external contract machinists 

and a large percentage of those will require 

degreasing and removal of cutting fluid residue 

before assembly.

“The Turbex line is so efficient that nearly all 

components including non-critical parts can be 

processed in the equipment using a range of 

semi-automatic washing cycles. 

Works manager Steve Chadwick added, “The 

line can handle multiple stainless steel baskets 

simultaneously, each containing components 

in batches ranging from one-off to several 

thousand. It presently takes 15 minutes on 

average for baskets to visit all six stages 

sequentially, without manual intervention, but 

various cleaning times can be programmed to 

suit customer requirements.

“Not only will the equipment with its ultra-fine 

cleaning capability allow us to start supplying 

customers in the medical industry, but it will also 

enable business expansion in existing sectors 

we operate in and allow us to grow the business 

further.”

Choice of the Turbex was down to it being a 

standard six-stage system, whereas others ATL 

considered would have had to be configured 

as special lines and were accordingly of higher 

price. Another point in its favour was adaptability. 

For example, further stages could easily be 

added to meet additional requirements, as could 

a conveyor belt coupled with full automation to 

replace manual handling of baskets at the start 

and end of the line.

After components have been steam pre-

cleaned, a basket is taken to the input station 

from where, under program control, a transporter 

picks it up and moves it along the line, immersing 

it in each stainless steel tank successively. A 

notable feature of the equipment is that every 

washing stage is equipped with a dual frequency 

ultrasonic generator, which results elevated 

levels of ultra-fine cleaning performance.

The washing process involves a pre-clean, plain 

water rinse, main wash, another plain water rinse 

and separate deionised water rinses at the last 

two stages. The basket is then automatically 

deposited by the transporter onto the output 

table. Excess water is blown off by hand using 

compressed nitrogen, after which the parts are 

taken to a drying cabinet and then transferred 

through an air lock into cleanroom standard 

bags, ready to be called up for assembly.

www.turbex.co.uk



Investment  
based on Trust

Tru-Tech Precision Engineering has established a reputation for quality and 

reliability within the high-tech industry sectors it supports. 

As well as the skills and expertise of its staff, 

the business stakes its longstanding reputation 

on the manufacturing equipment it relies upon. 

Here, an Excetek CNC wire EDM machine 

supplied by exclusive agent, Warwick Machine 

Tools, is meeting the demands set by the 

company.

Based in an impressive 5,000 ft2 facility in 

Dundalk, Co. Louth, Ireland, Tru-Tech Precision 

Engineering was originally established in 1996 to 

provide subcontract centreless grinding services 

predominantly to a number of customers in 

the medical device and technologies sector. 

Building an enviable reputation as one of the 

leading manufacturers of high precision mould 

inserts for the medical moulding industry.   

However, as the requirements of the customers 

changed over the years the company has invested 

in additional manufacturing technologies to meet 

these needs. “That’s not to say that centreless 

grinding is no longer a key part of our business,” 

explains Managing Director, Joe Murphy. 

“Around half of our turnover comes from the high 

precision centreless and form grinding services 

we provide to various industry sectors.”

With an ongoing commitment to in-house 

research and development and continuous 

investment in training and technology, Tru-Tech 

has equipped itself to meet and often exceed 

the growing demands of an increasing customer 

base that includes medical and healthcare, 

automotive, electronics, computing and 

telecoms. Alongside the CNC milling and turning 

machines on the shopfloor, a CNC EDM die 

sinking machine supports the company’s ability 

to provide precision single and multiple mould 

tool cavities. 

Joe Murphy recalls: “We have used an ONA die 

sinker for many years, and Warwick Machine 

Tools’ sales and service engineer, Paul Barry, 

has always been on hand to look after the 

machine for us. Keeping it operating around-

the-clock to match our workload. He was aware 

that we were having some issues with an old wire 

cut machine that was unreliable and expensive 

to repair, as well as being very slow in operation 

when it was working. During a visit to our facility 

he mentioned the new Excetek V400G CNC 

wire cut machine, and on paper the cost-to-

performance ratio looked unbeatable.”

Providing comparative performance levels to 

the existing Swiss and Japanese wire EDM 

machines, the new Excetek V400G offers a 

major cost saving against any equivalent size 

machine tool, and the price includes training 

and installation. The new V400G has travels of 

400 mm the X-axis and 350 mm in the Y-axis to 

350 mm. It is capable of accommodating larger 

workpieces up to 750 x 550 x 215 mm weighing 

up to 500 kg with a compact overall footprint. 

All the standard range of wire EDM machines from 

Excetek feature a C-frame structure designed 

using FEA software to provide exceptional 

accuracy in the linear axes movements and to 

minimise any thermal influence. The new V400G 

features a honeycomb frame structure for rigidity 

and thermal stability. The AC servo motor driven 

C1 class ball screws are cryogenically treated 

to minimise the thermal effects of the machine’s 

ambient operational environment, with high 

accuracy linear scales fitted for accurate 

positional feedback.  

The machine also features Excetek’s latest 

corrosion-free electro discharge generator 

technology that improves cutting performance. 

While the cutting speed of every wire EDM 

machine is limited by the laws of physics and set 

by the thickness of the raw material being cut, it 

is a manufacturer’s corner control that defines 

its machine accuracy. Excetek’s software 

ensures the motion control and spark generator 

work together for the optimum power ramping 

and compensation dwell on corners, avoiding 

wire twist and reducing corner ‘washout’. Wire 

diameters from 0.15 to 0.3 mm can be used 

and for extended operation a 50 kg jumbo wire 

feeder can also be fitted.

Joe Murphy explains: “The machine is very 

keenly priced, and we were sending around 

10,000 Euros of wire work out every 

month and, although the quality was 

good, we had very little control over 

the lead times. Now we have the 

ability to carry out the work in-house 

we can control both the costs and the 

timescales.” 

The build quality and specification of 

the Excetek range is impressive and 

for Tru-Tech the Automatic Wire Feed 

means the machine can run ‘lights 

out’ all through the night to ensure 

customers get their parts on time. The AWT 

offers the ability to thread the wire at the point of 

the breakage. An automated annealing system 

straightens the wire so that it can be threaded at 

the break point during machining with almost 100 

per cent reliability and without the need to return 

to the start position. Submerged wire threading 

is possible, which removes the need to drain and 

refill the tank. A water jet assist system is available 

for automatic wire feeds on tall workpieces.

As well as the ability to produce very accurate 

and detailed copper electrode for the die 

sinking machine the wire EDM has provided a 

further benefit with its ability to cut form grinding 

dressing blades from Syndite.  A composite 

material that combines the hardness, abrasion 

resistance and thermal conductivity of diamond 

with the toughness of tungsten carbide, Syndite 

blades could take a couple of hours to produce 

on a digital Optidress wheel forming dresser. 

Using the Excetek V400G, Tru-Tech can now 

generate the blades in less than half an hour.

“The positive long-term relationship we have with 

Paul Barry was the foundation for the investment 

in the Excetek machine, we trust his reputation 

and made the choice knowing that he is based 

here in Ireland so any support required would be 

readily available,” Joe Murphy concludes.    

www.warwickmachinetools.co.uk
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Special Tooling 
for critical aerospace application

Established in 2004 by Matt Fazekas with little more than a three-

axis vertical machining centre and a laptop for CADCAM software, 

Promach 3D has grown into a 12-employee business turning over in 

excess of £1 million per annum. 

The company has created a strong niche by 

focusing on bespoke projects for high-end 

markets, the principal one being aerospace. 

Typically, the parts, tooling and assemblies 

manufactured by Promach 3D are complex in 

design, with high tolerance and surface finish 

demands. 

Offering three- and five-axis CNC milling, CNC 

turning and general toolroom manual machining, 

the company recently sought to increase its 

wire EDM capacity. Promach 3D had installed a 

Sodick AG600L in 2012, but in order to meet the 

demands of an increasing order book, wanted to 

add another machine.

“We recently introduced an additional facility in 

Derby, and decided to invest in a second wire 

EDM, not just to increase capacity, but to take 

advantage of the latest technology,” explains 

Mr Fazekas. “Our existing wire EDM is six years 

old and technology has moved on. Although we 

looked at the whole market, due to the reliability 

and functionality of our AG600L, we returned to 

Sodi-Tech EDM. The ALC 400G was the right 

machine for our requirements, largely thanks 

to its versatility and high specification. As a 

subcontract business, we never know what will 

come through the door tomorrow, so we have 

to be prepared and continue to offer high-end 

solutions.”

Based on the latest digital innovations in 

generator technologies and the use of advanced 

electrode materials, Sodick’s ALC range 

demonstrates considerable advances in cutting 

speed, accuracy and surface finish. Having made 

the decision to purchase the machine at MACH 

2018, the subsequent months since installation 

have seen the ALC 400G hard at work.

“We won an aerospace contract that in the first 

instance involved liasing with the customer 

to assist with the design-for-manufacture of 

stainless steel tooling that helps automate the 

coating of turbine blades,” explains Mr Fazekas. 

“From the outset it was clear that, due to the 

complexity of a key feature, wire EDM was the 

only way it could be made effectively and 

efficienty.”

Machining high-precision components and tools 

has been the mainstay for Promach 3D since 

the beginning. As the business has expanded 

so has the complexity of jobs, with the client list 

following suit. Promach 3D quotes on projects 

which other engineering companies tend to 

avoid, typically due to the challenging nature of 

the parts and materials to be machined.

The turbine blade root holder, as the part is 

known, is a case in point. An intricate fir-tree 

profile is the prominent feature of the tool, which 

is used to clamp the turbine blade into position at 

its root end, ready for coating. 

As a company, Promach 3D has evolved over 

the years, from producing one-off jigs and 

fixtures, to small batch production and anything 

in between. This trend is predicted to continue, 

as evidenced by the root holders. The company 

is currently working its way through batches of 

150-off, for three types of root holder, with more 

variants set to follow.

“We designed a fixture to EDM 20 root holders 

at a time on our new Sodick ALC 400G, typically 

running lights-out over a 12-hour cycle time,” 

says Mr Fazekas. “The AWT [automatic wire 

threading] technology of the Sodick machine 

is excellent, which means we can leave it to run 

assured of its reliability. If we need to run the 

machine over a longer unattended period, we 

can use the Sodick Jumbo wire feeder for a full 

weekend’s worth. To be honest, once set up and 

programmed, the machine just looks after itself, 

working quietly in the background. Also worth 

a mention is that the cutting speed of our new 

Sodick is faster than our six-year-old wire EDM, 

probably by at least 10%.”

Promach 3D, which is accredited to ISO 

9001:2015, employs a one-cut strategy on the 

root holders, as the quality of the Sodick ALC 

400G means a single cut is more than sufficient 

to meet the tool’s requirements for tolerance and 

form.

“We seem to be picking up more and more 

work, which is encouraging as we have seldom 

touted for business since forming 14 years ago,” 

concludes Mr Fazekas. “Our growth has been 

pretty consistent in the years since the financial 

crisis ended in 2010. In fact, last year we reached 

£1 million turnover for the first time, which is 

a nice milestone, and one that prompted us to 

invest in additional machinery and people.”

www.promach3d.com
www.sodi-techedm.co.uk
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Introducing Automation 
Andover-based aluminium diecasting company MRT Castings 

uses robotic systems in its foundry, but until now automation has 

not featured in the company’s machine shop.

That situation is due to change following an 

order placed by MRT’s managing director Phil 

Rawnson at the Southern Manufacturing show 

in February for a Brother Speedio M140X2 mill-

turn centre, plus a Feedio robotic component 

handling system to supply raw material 

automatically to the machine and return finished 

components. The cell, which will be the first 

5-axis machining capacity on site, is due to be 

operational by May 2019.

Mr Rawnson said, “We had been looking to 

introduce automation into our machine shop for 

several years, as we see it as the future for our 

company. 

At present we operate a day shift with a few hours’ 

overtime in the early morning and evening. The 

Brother cell will add to this by allowing us to 

run lights-out for up to eight hours, depending 

on component size and cycle times, as well as 

unattended during the day. We expect it to have 

a big impact on our productivity.”

The first family of components to be produced on 

the new automated equipment will be a family of 

aluminium bodies for a range of LED light fittings. 

Initial prototypes have been produced on twin-

spindle lathes with live tooling, but the problem 

is that only around 30 per cent of the machining 

content is rotational and the remainder prismatic. 

Ideally, the reverse should be the case if a part 

is put on a lathe, so that the power of the main 

spindle can be exploited for turning, while the 

use of less powerful driven tools constitutes a 

smaller part of the cycle.

Before the latest Brother order was placed, 

Whitehouse Machine Tools carried out cutting 

trials at its Kenilworth showroom and technical 

centre, demonstrating that the cycle time for 

producing the light fitting bodies from billet could 

be almost halved from 15 to 8 minutes. 

Efficiency on this scale for the prismatic element 

of a machining cycle is delivered by a 16,000 

rpm spindle with 0.2 second start / stop time, 

30 m/min cutting feed rate, 50 m/min rapids, 0.9 

second exchange of the 30-taper tools from the 

22-position magazine, and repositioning in four 

of the five CNC axes simultaneously together 

with tool change. Synchronised tapping is world-

leading at 377 m/min peripheral tap speed.

With 30 per cent of the cycle being rotational, 

the Speedio’s integrated, direct-drive, C-axis 

motor powering the 2,000 rpm turning table with 

0.3-second start-up from zero to full speed is 

also important. The A-axis trunnion holding force 

of 400 Nm without the need for a mechanical 

clamping mechanism delivers rigidity when 

turning parts in the horizontal plane as well as 

when milling them at an angle.

When not performing a turning function, the 

C-axis and +120 / -30 degree A-axis can be 

employed to position a component in the two 

rotary axes for 3+2 prismatic machining, as is 

the case for the aluminium body, but the Brother 

CNC-C00 control is also capable of 4+1 mill-

turning by interpolating the X / Y / Z travels (200 / 

440 / 305 mm) with one of the rotary axes.

The plug-and-play Feedio automation unit 

communicates with the machining centre via 

a Profibus interface. It is supplied with a 6-axis 

ABB robot and the manufacturer’s smart 

teach pendant incorporating a customised 

Speedio page. The robot is equipped with 

interchangeable grippers capable of handling 

MRT’s billets, which are up to 80 mm diameter, 

or aluminium castings to 120 mm diameter, 

delivering them to a hydraulically actuated chuck 

on the machine table. 

A vision system and built-in PC allows the robot 

to detect where on the upper inlet conveyor of 

the Feedio a workpiece has been placed. After 

machining, components are returned to an 

output conveyor positioned below the first for 

compactness.

Mr Rawnson concluded, “We plan to target 

a wide range of different components for 

production in the new mill-turn cell and will be 

looking in particular at parts where the turning 

content is less than half of the cycle. 

“If it is higher, we will continue to produce 

the component on a lathe unless there is a 

compelling case to transfer it to the M140X2 to 

take advantage of its 5-axis milling capability.”

www.wmtcnc.com
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Software

Biggest Software Update 
in Company History

IndySoft have announced a new release of its 
software, IndySoft Version 12.

IndySoft’s latest release takes the best-in-class 

software and makes it even better with over 200 

new features and enhancements; the largest 

update in the company’s 20-year history.

“We are very excited about the updates in 

Version 12 because they all came about as 

direct requests from our customer base,” notes 

Chief Technology Officer, Rhett Price. “Over the 

past year we have been very focused on being 

partners with our customers rather than just 

being a faceless vendor.  This meant a lot of 

conversations where we asked, ‘what can we 

do differently to help you improve your business 

processes?’  We conducted surveys and hosted 

a customer advisory board.  We got tons of 

feedback on the product and direction that our 

customers wanted us to go.  This release is all 

about the implementation of features that will 

solve the problems that our customers brought 

to us.”

One such problem was syncing data back to 

the lab when a calibration technician did off-

site field work where internet access was not 

available.  IndySoft came up with an elegant 

solution where a starter database is created 

once a week that includes off-site workflows, 

security settings, masters and historical 

data, equipment templates and charges, and 

calibration procedures. Prior to heading out 

to do their field work the technician selects the 

companies that they will be visiting, and the 

starter database, equipment, history and work 

orders are all downloaded onto the technician’s 

device.  During the week the technician would 

perform their calibrations as normal, enter the 

data into IndySoft, then once their computer 

detects that they are connected to the internet 

again their results are pushed back to the lab, 

and lab updates such as calibration procedure 

or master modifications automatically are sent to 

the field technician.  This is all done without user 

interaction, so there is no additional technician 

training required and the lab is able to invoice the 

same day.  

“We also received a lot of feedback on how we 

manage test points, so we overhauled our test 

point system,” added Price.  “The upgraded 

advanced test point grid is a new superior way 

to setup calibration test results.  The system was 

modified to be more powerful than ever and 

easier to use, especially for customers familiar 

with Excel.”

The test point system was additionally enhanced 

to allow multi test points within one piece of 

equipment or template.  This is valuable when 

different sets of tolerances are needed for one 

piece of equipment.  For example, if you have 

one set of tolerances for standard calibrations 

and a different set for accredited calibrations, 

or if you have a customer that has very specific 

tolerances.  

Also, as a result of customer feedback, IndySoft 

added a wealth of new fields throughout the 

software.  From test points, to events, to 

customer information, there are over 60 new 

fields that allow for complete customization.  The 

user is able to determine which fields are hidden 

or visible, so the user experience is tailored to 

every individual customer’s requirements. 

Further, Version 12 introduces IndySoft 

Spreadsheet, an Excel clone, into the software.  

It allows users to work natively with the popular 

spreadsheet document file environment without 

using any external spreadsheet software, saving 

companies the additional expense of having to 

purchase Excel for all of their workstations.  It 

works with .xlsx, .xls, .csv and .txt files, so most 

calibration results already written in Excel can be 

performed with IndySoft Spreadsheet.  

“ISO/IEC 17025 compliance is critical to IndySoft 

customers, so we received a good deal of 

feedback from our customers requesting making 

revision status and change tracking easier to 

manage. As a result, we added automated 

revision control to our certificates and a version 

control system that tracks changes, documents, 

and allows roll-back to prior versions for all 

customizable areas of the software,” remarked 

Price. 

IndySoft has long been a leader in the 

calibration management software sector.  With 

the introduction of Version 12, IndySoft further 

offers commercial calibration companies and 

enterprise customers performing internal 

calibrations innovative solutions to solve 

their problems, improve their processes and 

create efficiencies while providing the required 

documentation to ensure compliance with their 

particular industry’s standards. 

www.indysoft.co.uk
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Exceptional Quality
Bowers & Wilkins’ diamond dome tweeter loudspeakers contain small, exceptionally delicate parts 

are very hard to handle, and easily distorted with contact. As a leading name in the industry with 

exceptionally high standards, quality is very important to Bowers & Wilkins.

 The tolerance of every component made, 

therefore, must be met with exceptional 

accuracy. The components had proven difficult 

to measure with more traditional methods 

of measurement such as CMM machines 

or calipers, as these require the parts to be 

touched, therefore increasing the likelihood of 

the component becoming distorted, damaged, 

or out of tolerance. 

 

As part of the Bowers Group, the team at Baty 

upgraded Bowers & Wilkins’ existing Baty 

R14-GXL to the R14-FT2E, meaning that the 

company now benefits from the Fusion 2D touch 

screen DRO and optical edge detection not 

offered on the previous model. David Naylor, 

Quality Supervisor at Bowers & Wilkins said: 

“Highly accurate, perfectly made components 

are essential for the quality of our products, 

and the Baty unit enables us to meet those 

standards by ensuring repeatable and accurate 

measurements.” 

 

The company previously had an R14 GXL 

Shadowgraph for over 25 years, but the DRO 

on the Baty R14-GXL had developed a small 

fault after decades of use, prompting Bowers 

& Wilkins to look into options for replacement. 

After receiving an email from Bowers Group 

regarding its retrofit services from the team at 

Baty, Bowers & Wilkins decided to upgrade 

its existing machine, dramatically enhancing 

the functionality, accuracy, and usability of the 

profile projector without the massive expense of 

a brand new machine. 

 “We’re very pleased with the retrofit” said David. 

“It has completely solved the problems with the 

old DRO and made the unit function like a new 

machine. It’s still very user 

friendly, and the operators are 

able to use it comprehensively 

with fairly basic training.” 

 

David continued: “We’d 

never had the optical edge 

detection until the upgrade; it 

has significantly increased the 

speed of the measurement 

process, and the touch screen 

really is easy to use.”

It is visually very important that 

Bowers & Wilkins products 

are well made, and also very 

important for the sound quality. Meeting tight 

tolerances is essential so that components fit 

together well; both from an aesthetic point of 

view, and to ensure that the sound quality of the 

products is perfect.

 

For example, a Bowers & Wilkins diamond dome 

tweeter loudspeaker contains voice coils. The 

dome tweeter is constructed by attaching a 

voice coil to a dome, which is then attached to a 

magnet. The dome itself is made from synthetic 

diamond, which is structurally very stiff, but 

also delicate. The diamond dome fits into the 

voice coil, which sits in a magnet. It is absolutely 

imperative that the coil is within tolerance, 

otherwise it runs the risk of cracking the dome, 

or even rubbing on the magnet; distorting the 

sound and diminishing its quality.

 

Baty’s Fusion software includes a touch screen 

DRO which can be fitted to existing Baty, Starrett, 

Deltronic and Mitutoyo projectors, quickly 

and easily. As a simple plug and play retrofit, it 

improves speed, accuracy and ease of reporting 

for 2D measurement, and the screen mounted 

optical edge sensor also eliminates problems 

with operator influence. Time and date stamped 

reports can be created, including dimensioned 

drawings generated as standard PDFs. 

 

Founded in 1966 by John Bowers, Bowers 

& Wilkins is now a hugely successful brand, 

designing and manufacturing award-winning 

wireless speakers, wired and wireless 

headphones, earphones, hi-fi speakers, 

Bluetooth docking stations, and in-car stereo 

systems.

 

“As a premium brand, it is incredibly important 

that our products look fantastic, but equally 

important that the quality of sound is absolutely 

exceptional,” adds David.

www.bowersgroup.com
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Bearing the gift 
Loadpoint Bearings’ high-precision Air Bearing spindle products are used 

throughout the world across a variety of demanding applications, including 

grinding, paint spraying and lens turning. 

Loadpoint Bearings’ global success has been 

built on more than 30 years of continuous 

technical innovation.  The company’s products’ 

advanced designs provide users with ultra-

reliable, high-precision motion, impressive 

speed and high-stiffness. To help ensure that 

the ISO9001:2015 certified business remains 

at the forefront of bearings technology, 

Loadpoint Bearings works closely with leading 

UK universities. The company has built its air 

bearing experience into a comprehensive suite 

of computer models and has achieved major 

innovations in the application of DC brushless 

motors to air bearing systems. 

To help satisfy ever increasing demand for its 

products, Loadpoint Bearings recently relocated 

to a new UK headquarters that features an 

advanced manufacturing facility that is three 

times larger than its previous factory. Given the 

critical role high-precision grinding plays in the 

accuracy and reliability of Loadpoint Bearings’ 

products, and given the businesses need 

to increase its output, a Studer favoritCNC, 

Universal Cylindrical Grinding Machine was 

recently installed in the company’s new 

manufacturing facility. 

Loadpoint Bearings Operations Director, 

Richard Broom explained. “Our high-quality 

air bearing spindles are used for a wide range 

of very exacting applications, such as use in 

high-precision rotary tables for demanding 

metrology-based applications. To make sure 

that Loadpoint spindles are manufactured to 

the highest quality standards we use a range of 

advanced machine tools, not least our 18-year-

old, S36 Studer Grinder. In addition to our old 

Studer Grinder delivering the challenging levels 

of sub-micron precision and first-class surface 

finish characteristics that we require, over the 

past two decades it has proven to be highly 

productive and extremely reliable. 

“Despite having enjoyed a first-class experience 

with Studer and the company’s regional agent, 

Advanced Grinding Supplies, when an additional, 

high-quality grinder was needed, mindful of 

possible technical advancements made by 

other manufacturers, in addition to Studer, we 

did look at a couple of other brands. Although, 

having had an impressive demonstration of a 

Studer favoritCNC, universal cylindrical grinding 

machine, we were convinced that this was the 

ideal machine for our demanding grinding needs 

and we were happy to continue our loyalty to the 

brand.

“The help of Peter Harding, the owner of 

Advanced Grinding Supplies Ltd, was invaluable 

when specifying our new Studer machine and 

ensuring that it precisely corresponded with 

our specific requirements. Now in constant use, 

our newly installed Studer Grinder is producing 

impressive volumes of premium-quality, highly-

precise components.”

The Studer favoritCNC Universal Cylindrical 

Grinding Machine is designed for grinding 

medium-sized workpieces in individual and 

serial production. The availability of a wide 

range of options, including in-process gauging, 

a balancing system, contact detection and 

length positioning, means that the cutting-

edge machine can be supplied to exactly match 

individual customers’ needs.

Studer’s easy to use grinding software, 

with pictogramming, ensures that even less 

experienced operators are able to quickly 

program grinding and dressing cycles. Optional 

StuderGRIND off-line programming software 

is also available, enabling special applications 

such as the profiling of grinding wheels for 

complex workpiece shapes to be programmed. 

The sophisticated mechanical engineering 

concept of the favorit is complemented by a 

grinding software program developed in-house 

by Studer. The software is continuously further 

optimised in collaboration with users of the 

software. Based on Pictogramming, the operator 

strings the individual grinding cycles together, 

and the control system generates the ISO code. 

Grinding and dressing process sequences can 

be programmed freely to optimise the grinding 

process.

StuderGRIND (Option): Programming software 

for special applications such as profiling the 

grinding wheel for complex workpiece forms. The 

program is created on the PC and transferred 

directly to the machine control unit.

www.studer.com
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Leading vessel manufacturer gains from 
Westermans international service

“Our work with Westermans International enables us to integrate new technology into the manufacture 

of our full range of pressure vessels in a very cost effective way –  enhancing the performance and 

value of our service to customers.”  Henry Price, Managing Director of Nottinghamshire-based Abbott 

& Co. (Newark) Ltd., is clear about the value of the refurbished welding and machining equipment 

available from Westermans International.

Abbott & Co, which can trace its origins back 

to 1836, has worked closely with Westermans 

International since the Leicester-based 

company started offering refurbished equipment 

in the early 1960’s. Throughout this time, the 

organisation has grown its range of pressure 

vessels – including air receivers and surge 

vessels alongside other equipment such as heat 

exchangers – and prides itself on its British-made 

heritage, the quality of each unit and its ability to 

match solutions to exact customer needs.  

“Importantly, Westermans is able to supply 

equipment that is central to our range of 

manufacturing processes and which not only 

fulfils specific operational needs, but does 

so at a fraction of the cost of new equipment,” 

continues Henry Price.  “This means that we 

can continuously look to utilise advanced 

technology while maintaining a level of service 

and competitiveness that is at the heart of our 

success.

Henry Price highlights two specific examples 

of equipment at Abbott & Co’s premises as 

good examples of these points in practice.  

The company operates an Espirit H2500 CNC 

plasma cutter which enables the efficient cutting 

out of pressure vessel shells to meet the varying 

design codes specified by customers.  The 

company also operates a boom circle cutter 

system to create holes in pressure vessels that 

meet the requirements of a range of key industry 

standards including EN13445, PD5500 and 

ASME design codes.  

At the same time, he highlights other purchases 

including a horizontal band saw and manipulator 

that have all helped Abbott & Co to expand both 

its capabilities and capacities – and all of which, 

he says, have been underscored by excellent 

service and support from Westermans.

“We have built our own success on sourcing, 

refurbishing and supplying equipment that 

ranges from welding systems to a long list of 

associated units such as cutting and positioning 

stations,” says Craig Westerman, Westermans 

International’s Sales and Operational Director.  

“Our worldwide contacts underpin our ability to 

procure proven, good quality equipment – which 

typically becomes available as organisations 

look to expand or enhance their own capabilities 

– and, once refurbished, we either supply 

immediately to meet a particular customer’s 

bespoke specification or place into stock to 

accommodate future demand, carrying out the 

refurbishment once ordered.”  He points out 

that the company typically holds some 400 units 

available for immediate delivery both throughout 

the UK and overseas.  

“Abbott & Co is an excellent example of a 

customer that is not only gaining from our services 

and approach but which also benefits from the 

building of a long term, trusted relationship that 

can meet its ongoing requirements over time.  

We are delighted to be able to contribute to 

Abbott & Co’s long term and ongoing success,” 

he concludes.

www.westermans.com
www.air-receivers.co.uk/pressure-vessels/
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Nelsom Automotive 
rebrands as AVISTUD

Nelson Automotive has announced a complete rebrand of its business 

to customers, stakeholders and industry peers.

The newly launched brand, AVISTUD, reflects 

the total separation of the Nelson Automotive 

business from the brand of its former industrial 

parent Nelson Stud Welding. Nelson Automotive 

was initially created as a standalone automotive 

company following the sale of Nelson Stud 

Welding from Doncasters to Stanley Black & 

Decker in April 2018.

AVISTUD, whose name represents the 

Automotive, Versatile and Innovative stud welding 

that the firm brings to the industry, will focus 

solely on providing high-tech products to car 

manufacturers and their suppliers. In December 

2018, the company announced a major new deal 

to supply Daimler AG with innovative technology 

equipment for the production of Mercedes Benz 

C-class and S-class ranges.

Henning Stams, chief executive of AVISTUD, 

said: “The automotive industry is demanding 

more speed and flexibility from its manufacturing 

processes than ever before. We have adapted 

our business to meet the automotive sector’s 

requirement for more lightweight, high-

strength materials, electric vehicles and faster 

manufacturing processes.”

Eduard Kirchner, head of AVISTUD’s engineering 

group, added: “We are the leading technological 

innovator in stud welding with a strong team of 

experienced engineers. Under our new brand 

of AVISTUD, we will be one hundred per cent 

focused on serving the global automotive 

market, where customers already trust our 

innovation and versatility to help deliver the 

vehicles of the future.” 

AVISTUD is at the forefront of innovation in the 

sector. For example, its SPEEDPORT feeding 

system enables a single unit to weld more than 

40,000 studs in a day. The company also offers 

an extensive range of manual and automatic 

systems, as well as robotic weld heads for high 

production environments.

With its global physical presence in many 

countries in Asia, Europe and the Americas, 

products will continue to be developed and 

manufactured in Germany, where its dedicated 

team of more than 100 employees is focused 

on creating the next generation of stud welding 

systems, pushing the boundaries of speed, 

performance and durability.

“Our team is committed to researching, 

developing, and bringing to market the best 

new processes for our clients - whether that 

be for systems for new production facilities, 

or upgrades to existing plants. We look 

forward to announcing the future investments 

and developments already in the pipeline.” 

concluded Stams.

www.avistud.com  
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Control
The World’s Leading Trade Fair 
for QA Systems

Stuttgart Exhibition Centre, Germany  7th- 10th of May, 2019

Not Only the Exhibitors are Counting on Control 2019 “Control is the leading trade fair and 

it’s a highlight to be here each and every year,” says an exhibitor when asked about the 

importance of Control for her Company. And she’s not alone with this opinion: The Control 

international trade fair for quality assurance is highly esteemed by exhibitors and expert 

visitors. Book your tickets at www.control-messe.de

Connective Metrology Solutions 
Bowers Group, on stand 7103 will display 

a variety of gauges including universal 

gauges, bore gauges, air gauges; and 

of course, examples of Bowers Group’s 

uniquely designed gauges for a range of 

special applications.

 

Also included is the 

Baty VuMaster with 

MK4 software, which 

has provided this vision 

system with improved functionality. Also on 

display will be Baty’s sophisticated vision 

system; the Venture XT with version 4 Fusion 

Software, and the Baty SM350 bench mounted 

profile projector with the FT2-E Touch Screen 

Display with the Fusion Software turning 

this conventional Profile Projector into a 2D 

Measuring Machine.

 

Visitors will have the opportunity to witness the 

Sylcom software from Sylvac, which allows 

the connection of Bowers instruments either 

by USB cable or by Bluetooth.  Continuing the 

theme of connectivity, the Sylvac Smart and 

Sylvac Anywhere App is now available on 

both Android and Apple smart devices, 

demonstrating connectivity between devices 

and improving efficiencies with accessible data 

transfer.

 

Bowers Group Sales Director Stuart Millington 

said: “The main focus for Bowers Group at 

this point in time is connectivity. Control is the 

perfect platform to demonstrate how our range 

of bore gauges, micrometers, and indicators 

all participate in data exchange, enabling 

measurement instruments to be paired with 

applications, making receiving data more 

efficient, and reducing error margins.”

 

Visit the Bowers Group stand at Control 

Exhibition in Hall 7, stand number 7103, at 

the Stuttgart Exhibition Centre from 7th - 

10th May.

ID Exhibition Preview
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Foundrax launches next 
generation Brinell hardness 
testing machine 

Foundrax will be launching 

its next generation Robus 

machine at Control 2019 

in Stuttgart and will 

exclusively preview its new 

low force Brinell range of 

machines on stand 5509. 

Alex Austin, Foundrax 

MD said: “We’re excited 

to launch the new Robus 

machine at Control this 

year. This development 

delivers a high accuracy 

Brinell hardness testing capability from the most 

robust benchtop system on the market. Our 

machines deliver laboratory precision hardness 

testing in steelworks conditions and we pride 

ourselves on the accuracy, repeatability and 

lifespan of all our equipment. We have one 

example of a machine that has performed 

around 35,000,000 tests!”

In addition to this new development, Foundrax 

will also be demonstrating the larger floor 

standing BRIN400D, a rugged, shop floor 

Brinell hardness tester that carries out fully 

automatic indentation and measurement for 

production level applications. This robust and 

reliable machine has been designed to meet 

the customer’s most demanding requirements 

in harsh industrial environments such as those 

found it forges, foundries and steelworks. 

For more information, visit www.foundrax.

co.uk or www.factorysuppliers.com. 

To see the new Robus in action, drop by 

stand 5509, hall 5 at Control Show 2019 in 

Stuttgart, 7-10th May.

Big year at Control for RPI UK 
RPI UK will be launching the QuadProfile 

at Control 2019 in Stuttgart. It will also 

be exclusively previewing its RotoScan 

system. What’s more, all this will be 

debuting on RPI’s larger and completely 

redesigned new exhibition space on 

stand 7108. 

Jim Palmer, RPI’s sales manager, said: “We’re 

thrilled to launch our all new QuadProfile at 

Control this year. This development delivers a 

brand-new capability to the CMM market, as 

the smallest and most accurate rotary table 

for turbine blade inspection. We are also 

demonstrating our prototype RotoScan at 

front of stand which is a robotic system that 

automates circular geometry in the same way 

its previously been achieved for non-contact 

metrology.”

RPI have more than 750 successful CMM 

(Coordinate Measuring Machine) rotary 

table installations worldwide. The Quadrant 

range of rotary tables provide an additional 

axis for any high precision CMM inspecting 

component parts such as gas turbine discs 

and fan blades.  Not only does this simplify the 

measurement procedure, it helps to deliver 

fast and accurate indexing as well as increase 

the CMM’s application range and effective 

measuring volume. Overall, this improves the 

flexibility, productivity and efficiency of the 

CMM inspection. 

The new addition to the Quadrant range, 

QuadProfile further enhances RPI’s product 

portfolio enabling the ultimate in low profile 

and compact rotary table design for the CMM 

market. 

Meanwhile, RotoScan has been designed 

to automate the inspection of heavy-duty 

circular components with large diameter such 

as bearings, aerospace castings and rotors. 

It uses a robot to automate the inspection 

capability of components using traditional 

contact metrology techniques to improve 

the repeatability and reproducibility of the 

measurements.

In addition to these new developments, RPI will 

also be demonstrating its LabStandard range 

which offer sub arc second angular accuracy 

and precision geometry for inspection and 

calibration labs, with the versatility of both 

single and dual axis. 

For more information, visit www.rpiuk.

com or to see QuadProfile and RotoScan in 

action, drop by stand 7108, hall 7 at Control 

Show 2019 in Stuttgart, 7-10th May.

IDExhibition Preview
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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.

Filtermist is 50! We’ve seen some big changes since we were 

established back in 1969 - this short animation shows some 

key milestones including our global expansion into #Singapore 

#China #Germany & most recently #India http://ow.ly/

DdN430o6PTs   #ukmfg #manufacturinguk #cleanair

Our 3rd year #apprentices have designed and manufactured a 

lift mechanism to help @BCBfestival transport a #kiln to schools 

across Stoke-on-Trent. Installed this morning!

@FiltermistInt

@KMFmetal

Take a look at Stratasys as we continue to transform the world of 

#3DPrinting. It’s time to make it - with @Stratasys:  http://ms.spr.

ly/6017TE2fX 

It’s almost time for the return of 

the @BritishRallyx . We are long-

time supporters of the fantastic @

bellerbyRXteam - and they’ll be 

gunning for glory in 2019.

Stephen Phipson of @MakeUK_ on #skills, EU employees #tariffs 

Rules of Origin #IPprotection , economic implications of stockpiling and 

manufacturing’s links to government as #brexit is navigated. “We need a 

transition” @MAAaero conference 2019 #aerospace #AFB2019

@Stratasys

@FUCHSLube_UK

@DrPamelaFarries




