
Issue Number 21     |    August 2018

Shifting Up A Gear 

Sustainable Or Not? 

Precision And Portability

AMB STUTTGART EXHIBITION PREVIEW

The LOGIQal 
Conclusion





ID News

Page 4  -  August 2018  -  industrialdirector.com

Contents

The comprehensive new ISCAR LOGIQ 

range offers highly efficient solutions to the 

vast majority of machining operations and 

materials, many end-users have switched 

to LOGIQ cutting tools. ISCAR UK Sales 

Manager, David Jones explains the success 

of ISCAR’s all-embracing new range.

Iscar UK Ltd

www.iscar.co.uk

Tel: 0121 422 8585 

6

13

14

18

22

26

28

31

32

36

35

38

40

44

42

46

NEWS

OPINION

RAIL: MACHINE TOOL FOCUS

TURNING

QUALITY & METROLOGY

EDM

FRONT COVER STORY

SUPPLIER FOCUS

TOOLING

SUBCONTRACT FOCUS

SOFTWARE / CADCAM

SUPPLIER FOCUS

COOLANTS & LUBRICANTS

EXHIBITION PREVIEW

EXHIBITION PREVIEW

TWEET TWEET

Sustainable or Not ? Additive Manufacturing materials

Railway Heritage kept Rolling Along

Tornos Packs a Punch

Precision and Portability

Speed & Greater Accuracy

The LOGIQal Conclusion

Technical Expertise from MSC

Twenty years of Growth  

Getting a Grip on Productivity

Shifting Up A Gear

Small but Powerful

Overcoming Legislative Issues

Surface World 2018

AMB Stuttgart 2018

ID Contact Details:
Media Director – Laura Cunningham 

Telephone: +44(0)203 575 1170

Mobile: +44 (0)7775 029062 

Email laura@mslmedialtd.com

Editorial Team - 

Email: info@industrialdirector.com  

Telephone +44(0)203 575 1170

Publisher – Michael Dominguez

Telephone +44(0)203 575 1170

Walter Ewag on show 
at AMB: Page 44



ID NewsNews ID

industrialdirector.com   -  August 2018  -   Page 7Page 6  -  August 2018  -  industrialdirector.com

Geo Kingsbury offers wider range of 

metal additive manufacturing solutions
AddUp, a French manufacturer 

of metal additive manufacturing 

(AM) machines and production 

lines, has acquired another French 

AM machine producer, BeAM. 

The Strasbourg firm is a leader 

in directed energy deposition 

technology, which is dedicated to 

the production of large and highly 

complex parts, feature addition, and 

component refurbishment including 

the repair of aero engine parts. As 

AddUp is represented in the UK, 

Ireland and the Middle East by 

sole sales and service agent Geo 

Kingsbury, the latter is now able 

to offer a considerably increased 

AM equipment portfolio in those 

markets.

Based in Clermont-Ferrand, AddUp 

was formed as a joint-venture 

company by Fives Group and 

Michelin on 1st April 2016. With 

a US subsidiary, it employs over 

180 people worldwide, including 

100 engineers working on the 

development of new AM solutions.  

BeAM was created four years 

earlier, has subsidiaries in Cincinnati 

and Singapore and employs more 

than 45 staff.   BeAM and AddUp 

share the same ambition to support 

customers in the development 

of metal additive manufacturing 

solutions which take into account 

industrial robustness as well as 

health and safety certification.

 www.geokingsbury.com

Keeping an eye on CMM accuracy
Hexagon Manufacturing Intelligence 

has launched the Swift-Check 

artefact which is designed to verify 

a CMM’s accuracy in between an 

annual service and calibrations.

The compact equipment is provided 

with pre-written PC-DMIS or 

Quindos software measurement 

routines and options to perform 

length bar, ring gauge, sphere and 

wrist checks.

Hexagon says the Swift-Check 

artefact can be used on any 

bridge-style CMM that uses an 

indexing wrist with either a touch 

trigger or analogue (scanning) 

probe. “Our best practice advice 

is to routinely check a CMM’s 

performance so that unseen system 

measurement inaccuracy errors can 

be captured early,” commented 

Gary Brice, Hexagon Manufacturing 

Intelligence’s business manager.

“Swift-Check ensures manufacturers 

can avoid a potential high cost 

risk downstream in production 

or assembly by being pro-active 

outside of scheduled ISO service 

and calibration interventions,” he 

added.

More details about the artefact, 

including an exclusive launch offer, 

are available from the UK sales team 

on 0870 446 2667 or email enquiry.

uk@hexagon.com.

CGTech expands partnership with 
Siemens PLM Software

The agreement enables CGTech to 

further improve the functionality of its 

industry-leading product, VERICUT 

software, for customers using Siemens’ 

NX and Teamcenter

Using multiple software systems 

to manage cutting tool data and 

toolholder assembly models is both 

time-consuming and error-prone. That’s 

why software developer CGTech is 

pleased to announce that it now offers a 

connection with Siemens’ Teamcenter® 

software as part of its industry-leading 

toolpath simulation software, VERICUT.  

Current and future CGTech customers 

can enjoy seamless integration with 

the same technology that companies 

around the world depend on every 

day to enhance product development 

decision making and produce better 

products.

Siemens PLM Software is a leading 

global provider of product lifecycle 

management (PLM) software and 

services. Its Teamcenter portfolio, the 

world’s most popular digital lifecycle 

management software, is used widely 

across the aerospace, automotive, 

medical, and other industries. Its 

NX™ software, is a leading integrated 

solution for computer-aided design, 

manufacturing and engineering (CAD/

CAM/CAE). 

www.cgtech.co.uk

Up-close and personal with 
FANUC robots
Local children from two primary schools 

in Coventry and Southam were given the 

chance to meet industrial robots for the 

first time as part of an event organised 

by national awareness programme 

Primary Engineer and hosted by FANUC 

UK. Around 20 pupils, aged between 

eight and ten, from The Dassett C 

of E Primary School, Southam, and 

Wheelwright Lane Primary School, 

Coventry, were invited to FANUC’s 

purpose-built facility in Ansty Park, 

Coventry, on the 11th July to see first-

hand what future careers in engineering 

could involve.

The children also used FANUC’s 

showroom to race soapbox cars that 

they had constructed. The cars were 

judged on aspects such as design and 

distance travelled, with the winners 

receiving medals and certificates from 

FANUC UK’s Sales and Marketing 

Manager, Andrew Armstrong. “It was 

great to see the children enjoying our 

facility and the robots on display,” he 

says. It’s essential that we encourage as 

many children as possible to consider a 

career in engineering.” 

www.fanuc.co.uk 

Mollart to represent Ohio Tool 
Works in the UK

Ohio Tool Works (OTW) has added 

Mollart Engineering to its worldwide 

distribution network. As a result, the 

new agency brings a further dimension 

to Mollart’s deep hole drilling portfolio in 

particular for bore finishing tool supply. 

Managing Director of Mollart Ian 

Petitt commented : “OTW like Mollart, 

services many of the global industrial 

sectors such as oil and gas, automotive, 

medical and hydraulic as well, as 

general metalworking.   Therefore our 

appointment will not only broaden our 

deep hole drilling product range but 

also, expand our customer support 

capability across the finishing of bores 

and deep holes through standard 

and customised honing abrasive tool 

supply.”

www.mollart.com 

CBN-tipped inserts
The 315 system from Horn for internal 

and external grooving has gained a new 

range of single-edged, CBN-tipped 

inserts suitable for hard machining 

applications. They are available for 

producing grooves from 1 mm to 3 mm 

wide and up to 5 mm deep.

The insert seat has a large contact area 

to direct the cutting pressure efficiently 

into the holder and the central clamping 

screw enables maximal tightening of 

the insert for vibration-free, accurate 

machining. These properties make 

the system ideal for counteracting 

the high forces generated during 

hard turning. The holder range is 

available in monoblock design and as 

a cartridge system for HSK-T and PSC 

connections.

CBN is the second-hardest material in 

the world after diamond, unlike which it 

can be used to machine ferrous metals 

as no carbon diffusion occurs.

 www.phorn.co.uk

Winner of Winners
At the 30th annual PWC West 

of England Business Awards, 

Renishaw was crowned ‘Winner of 

Winners’. At the gala dinner held at 

the Harbour Hotel, Bristol in June 

2018, Renishaw was named overall 

Business of the Year, for companies 

with a turnover of more than £30 

million. In addition, Renishaw’s co-

founder, Executive Chairman and 

former CEO, Sir David McMurtry, 

was named as the region’s top CEO.  

To celebrate 30 years of the awards, 

businesses that had previously won 

were invited to re-enter. Renishaw 

won Business of the Year in 1996 

and has experienced great growth 

and success since. Ten companies 

were shortlisted in the category, 

with Renishaw taking the top prize 

on the night. The company was 

judged on all aspects of business, 

including innovation, human 

resources, community, training, 

contribution to the region and 

finance.

http://www.renishaw.com

Favorit - For big demands 
and small budgets

This CNC universal cylindrical 

grinding machine is designed for 

grinding both sin-gle part and 

series production and can be fitted 

with automation. With various op-

tions such as measuring control, 

balancing system, contact detection 

and longitudi-nal positioning, it can 

be subsequently adapted to other 

grinding tasks. The favorit is a very 

reasonably priced machine. As 

with all STUDER cylindrical grinding 

ma-chines, the proven machine 

bed made of solid Granitan® 

ensures maximum preci-sion, 

performance and safety. The full 

enclosure provides an optimal 

view of the grinding process. 

The wheelhead, which can be 

automatically positioned every 3 

°, can accommodate a belt-driven 

external and internal grinding 

spindle.

Thanks to the practice-oriented 

STUDER grinding software, with 

its proven Studer- pictogramming, 

even less experienced users can 

program grinding and dressing 

cycles quickly and efficiently. 

www.studer.com 
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NCMT listed in Sunday Times league 
table of fastest growing exporters

Sunday Times HSBC International 

Track 200 league table listed machine 

tool sales company NCMT in 134th 

place. The table ranks 200 mid-market 

private companies (unquoted and not 

subsidiaries) in Britain with the fastest 

growing international sales. The full list 

can be viewed at: www.fasttrack.co.uk/

league-tables/international-track-200/

league-table/

Founded in 1964, NCMT is the sales and 

service agent in the UK and Ireland for 

machine tools built by Makino, Japan, 

as well as other overseas principals. 

www.ncmt.co.uk

Plant opened by HRH Duke 
of Gloucester
LPW Technology Ltd, the leading 

LPW Technology is delighted to 

have welcomed HRH The Duke 

of Gloucester to officially open its 

purpose built, AM metal powder 

manufacturing facility.

LPW Employees, Engineers, 

entrepreneurs and business leaders 

from the global AM industry joined 

guests from the local area to 

celebrate the opening of this £20 

million metal powder production 

facility. The 90,000 sqft (9,700 m²) 

building sits on a seven-acre site in 

Widnes near Liverpool.

Leader of Halton Borough Council, 

Cllr Rob Polhill, says: “It is very 

uplifting to see LPW, whom the 

Borough has supported in its 

development of this site, deliver for 

UK Manufacturing. Manufacturing 

growth is at the heart of our region’s 

economic success and LPW is 

continuing to develop technologies 

and products to create skilled 

job opportunities here in Halton 

in the rapidly growing field of 3D 

metal printing technology. This 

demonstrates the success of the 

advanced manufacturing sector in 

the North West.

 www.lpwtechnology.com 

Faster start-up with new 
MELFA FR robot series
Mitsubishi Electric’s new industrial 

robot series combines reduced 

cycle times with scalable safety 

features and offers versatile 

connectivity options for easy 

integration into production systems. 

Companies who want to achieve 

a more flexible and productive 

working environment will also 

benefit from new capabilities 

created by the implementation of 

artificial intelligence.

Mitsubishi Electric’s AI technology 

is adding efficiency to almost every 

phase of customer process, from 

design and start-up through to 

operation and maintenance. For 

example, unscheduled downtime 

can be avoided by implementing 

flexible servicing schedules: Live 

usage data is analysed by a 

preventive maintenance feature 

which compares the data to a 

dynamic model of the robot’s 

component parts. Service life and 

maintenance requirements can 

then be predicted in real-time. In 

addition, the new MELFA FR-robot 

series offers functions that assist 

with automatic calibration which 

enables greater accuracy and 

shorter start-up times.

eu3a.mitsubishielectric.com/fa/en/

solutions

Mollart unveils FANUC as 
exclusive CNC partner
Mollart has unveiled FANUC as its 

exclusive CNC partner for its next 

generation MicroDrill range of VDMF 

vertical micro drilling machines..  The 

new MicroDrill offers a 25 per cent 

cycle time improvement compared to 

its predecessor, and now boasts a new 

W-axis alongside a two-axis coordinate 

table for the drilling of prismatic parts or, 

alternatively, on-board loading options. 

One of the stand-out features of the 

latest version of the MicroDrill, is the 

integration of FANUC 35i-B CNC to 

control the machine. Primarily suited 

to milling and drilling lines, the 35i-B 

offers more capability than a PLC-

based motion system, and benefits 

from a 100-Mbit Ethernet connection 

to facilitate high-speed part program 

transfers, data collection and remote 

trouble-shooting. 

The CNC can also reduce cycle times 

thanks to five simultaneously-executing 

independent PMC ladders, which also 

eliminate the need for external PLCs; 

while the graphical user interface can 

facilitate faster programming times and 

quick access to real-time machining 

data. 

www.mollart.com. 

www.fanuc.eu 

James Fell Further Extends 
Ward CNC’s Network
T W Ward CNC Machinery (Ward 

CNC) continues to expand its UK-wide 

network of business managers with 

the appointment of James Fell as Area 

Business Manager covering the South 

of England. Working from Ward CNC’s 

Midlands & South office in Redditch, 

James brings to the role a wealth 

of experience gained initially from a 

background in CNC turning and milling 

before moving into sales roles in the 

tooling and machine tool sector.

Commenting on his appointment, 

James Fell said: “Ward CNC has such 

a comprehensive range of machines to 

suit every production demand and every 

budget, and I am excited about working 

closely with customers to help them 

gain maximum price-to-performance 

returns from their investments.”

 www.wardcnc.com

Sumitomo’s Octagon Insert-based HFT 
Turning System

A totally new solution for higher 

productivity hard turning at higher speed 

and feed rates has the major advantage 

based on the more economic use of 

a specific design of octagon insert 

incorporating special wiper geometry 

that enhances surface finish and is an 

intrinsic feature in Sumitomo Electric 

Hardmetal’s latest High Feed Turning 

(HFT) system.  Based on Sumitomo’s 

high orders of expertise in the use 

of cubic boron nitride (CBN) insert 

technology, HFT hard turning trials 

have resulted in 12 to 16 times faster 

processing times over existing methods 

while enabling existing manufacturing 

surface finish and tolerances to be 

maintained.  However adding to the 

marked success of the trials, insert life 

was doubled aided by the availability of 

eight cutting edges from the CBN insert.

www.sumitomotool.com 

ITC Appoints New Engineer
Industrial Tooling Corporation has 

witnessed exceptional growth levels 

over the last five years with year-

on-year sales increases exceeding 

15%. In line with the company’s 

ambitious strategy for expansion, 

ITC is conscious of maintaining its 

impressive commitment to service 

and customer support  and this is 

why ITC has just appointed Gary 

Murrey as its latest addition to the 

growing team.  

The remarkable company growth 

in the North of England has now 

seen the Tamworth cutting tool 

experts employ Mr Gary Murrey as 

an Application Engineer to support 

the sales efforts of both Northern 

area Technical Sales Engineers, 

Jason Clark and Gary Heaney. Gary 

Heaney and Jason Clark have both 

been with ITC for many years and 

their exceptional sales performance 

combined with the addition of 

new UK manufactured cutting tool 

ranges from ITC, extended Widia 

product lines and the continual 

addition of BIG KAISER technology 

has seen sales in the region rocket.

www.itc-ltd.co.uk 

New agent for WELE

Whitehouse Machine Tools has 

been appointed, with immediate 

effect, sole agent to sell and service 

in the UK and Ireland the full range 

of machine tools manufactured by 

WELE Mechatronic.

Founded in 2007, the Taiwanese 

firm produces vertical and 

horizontal machining centres with 

X-axis strokes up to 2,500 mm, 

B-axis and trunnion-type 5-axis 

machining centres with up to four 

metres travel in X, large bridge-type 

mill-turn centres with capacities 

up to 16 x 5 x 1 metre, horizontal 

borers, and both horizontal- and 

vertical-spindle turning centres.

Tim Whitehouse, Managing 

Director of Whitehouse Machine 

Tools, Kenilworth said, “We are 

delighted to represent WELE and its 

wide portfolio of machines, which 

have won numerous awards at 

international machine tool shows.”

www.wmtcnc.com
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New Composite Forming Facility for AMRC

Best Of British Business Leaders 

Rhodes Interform has recently completed the installation and testing of a ‘world class’ 

composite forming facility at the University of Sheffield’s Advanced Manufacturing Research 

Centre (AMRC) in the UK. 

The brief was to design, develop and manufacture 

a composite press that could ‘do it all’ as it 

would be used as a facility to assist a wide range 

of UK companies to stay at the leading edge of 

composite development.

The state of the art facility, comprising of a 10,000 

kN hydraulic press with six axis loading, high 

pressure RTM, twin die transfer tables, thermal 

fluid heating system and die splitter, is capable of 

a wide range of composite forming including Open 

and Closed Moulding, Resin Transfer Moulding 

(RTM), Prepreg, Compression Moulding and 

Thermoplastics. The project attracted funding 

from the Government’s Advanced Manufacturing 

Supply Chain Initiative (AMSCI).

Rhodes Interform worked very closely with 

the AMRC team throughout the design and 

manufacture phase of the project ensuring that 

the bespoke equipment was delivered both on 

time and to the client’s exacting specifications.   

Mark Ridgway OBE, CEO of Rhodes Interform, 

said: “This project has been a huge success as 

a result of great communication, teamworking 

and collaboration between our team and the 

AMRC.  We are very proud to have manufactured 

a composite press that will be used by some of 

the world’s leading manufacturing companies to 

develop new technologies.”

AMRC Composite Centre Research Engineer, 

Darren Wells, said: “It was great to support UK 

industry to build such a unique and capable piece 

of equipment. This press will allow us to take on a 

wide and varied range of projects for many years 

to come.” The machine will be available for use 

by companies looking to develop their composite 

capability through Research and Development.

Visit: www.grouprhodes.co.uk 

Visit: www.rarodriguez.co.uk

R. A. Rodriguez is proud to confirm that its Managing Director, Peter 

Williamson, was one of eighteen Directors recognised in the Institute of 

Directors’ (IoD) 2018 award scheme that celebrates the achievement of 

business leaders across the East of England.

David Sales, Chairman of IoD East of England 

commented: “The momentum behind these Director 

of the Year Awards has been growing steadily.  The 

East of England is home to many of the UK’s most 

innovative, vibrant and successful organisations, led 

by some of the best directors.  This year’s winners are 

exceptional role models for our fabulous region.”  

The Awards received the highest ever number of 

nominations this year with the diverse shortlist 

reflecting the breadth of talent in leadership in the 

region.  In total there were eight categories plus the 

Chairman’s Award; Peter was highly commended in 

the SME Director of the Year category.

“I am delighted to have been shortlisted and 

commended for my work but I must also mention the 

brilliant team of people behind me at R. A. Rodriguez.  

They deserve equal praise for the growth of the 

business so I’d like to say a big thank you to them too.”

Page 10  -  August 2018  -  industrialdirector.com
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Among the various innovations that the profession of engineering has experienced in recent 

times, the marvel of Additive Manufacturing (AM) is perhaps the one with the most influential 

nature. Here, Melissa Albeck, CEO of online materials database Matmatch, explores the latest 

developments in the industry and how environmentally sustainable AM actually is.

Sustainable Or Not?

With AM techniques being widely adopted in 

industries worldwide, design engineering and 

manufacturing are undoubtedly being ushered into 

a new era of development. 3D printing is the most 

well-known of all AM methods, and it has taken off 

in recent years. The fact that it has given engineers 

the luxury of rapid prototyping is a testament to its 

revolutionary nature, enabling them to perfect their 

designs in every aspect prior to mass production.

However, regardless of the capabilities of this 

design process, engineers are still faced with the 

challenge of making it environmentally sustainable 

and cost-effective so that it can be adopted on 

a much wider scale. One of the most common 

misconceptions regarding modern 3D printing is 

that only plastics are used in this process – but 

that’s simply not the case. Of course, resins are 

a popular choice as they offer a range of desirable 

properties like toughness or elasticity in solid form. 

SLA (stereolithography) and DLP (digital light 

processing) printers are common machines that 

are used to develop prototypes with resins.

Modern design engineers, though, have a wide 

array of different printable materials at their 

disposal whose applications differ depending upon 

numerous factors such as the material properties 

required, cost, colour, appearance, and layer 

thickness.

Metal is a popular alternative material choice 

as metals can be directly printed using various 

techniques like powder sintering or direct melting. 

Metals like aluminium, titanium, and stainless steel 

are popular choices among engineers due to the 

high strength and metallic finish. Similarly, several 

organic materials are now also being used to 

develop materials for AM. They provide adequate 

quality and can offer environmental benefits. An 

interesting example of this is stone; powdered 

stone is combined with environmental-friendly 

thermoplastic polymer PLA (polylactide) which 

gives products both a natural look and texture as 

well as a strong structure.

As these examples show, it is quite safe to say 

that plastics are not the only materials that AM 

techniques utilise. What remains, though, is the 

question of sustainable materials that guarantee 

not only innovation in engineering but also a 

greener, more liveable planet in times to come.

The rise of 3D printing is bound to grow rapidly in 

the near future. A report by MarketsandMarkets 

estimates an astounding compound annual growth 

rate (CAGR) of 21.60per cent in the 5-year time 

period ending in 2021.

With this growth rate, engineers need to develop 

environmentally sustainable AM materials quickly, 

and they have responded. Now some materials 

can be entirely dissolved in a solvent without any 

harmful emissions. Researchers are developing 

materials for AM that are water-soluble, which 

means no special solvent is required and there are 

minimal material losses in the whole manufacturing 

process.

With materials being made out of natural 

biodegradable products, there are massive 

environmental benefits.  For example, bioplastics 

producer Saphium Biotechnology has developed 

PHA (polyhydroxyalkanoates)-based filaments that 

are non-toxic and biodegradable. Applications of 

the material, according to the company, include 

waste-less prototyping and garden accessories. 

But perhaps in the future this kind of material could 

have much wider applications.

While there’s no guarantee as to how 3D printing 

will evolve, one thing’s for certain; the use of 

organic and compostable materials is likely to 

feature heavily as engineers continue working on 

ways to protect our planet, while AM technology 

continues to advance at ground breaking pace.

Visit: www.matmatch.com
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The line operated until 1956 when British Rail 

deemed it uneconomic. A regular steam hauled 

public service once again returned to the line in 

1963 when a group of enthusiasts took on the 

challenge of making it into a successful tourist 

attraction. Key to that success was the retention of 

two of the original locomotives and the acquisition 

of rolling stock from railways both in the UK and 

Europe. Now almost 120 years old, this historic 

collection requires regular maintenance and care, 

which is where the railways engineering workshop 

comes in to its own.

A little bit of catching up was required as the first 

maintenance workshop wasn’t built until 1968 

and the locomotives lived outside in the elements 

until 2000. An extension to the workshop in the 

1980s saw the development of the machine shop, 

with machine tools being ‘begged, borrowed or 

stolen’ from supporters of the railway. Things did 

improve in the 1990’s when a Heritage Lottery 

grant allowed some additional machines to be 

purchased, but when Mechanical Engineering 

Manager, Richard Featherstone joined the railway 

in 2016 he recognised an adequate, but not ideal 

situation. “We had a lot of manual machines and 

work on them was time consuming and given that 

we rely on some skilled volunteer labour, time is 

at a premium. What we needed was bigger and 

faster milling and turning capacity that also had to 

be user-friendly to cater for the skills and work that 

we have.”

An appeal for funds went out and as a result we 

were able to order two XYZ machine tools, an SMX 

4000 bed and an SLX 425 ProTURN lathe. These 

machines made an immediate impact on the way 

that Richard Featherstone was able to support 

the maintenance of the engines. One example 

was spark arrester plates for the smokeboxes, 

which are made up of a sandwich of stainless 

steel plates and mesh held in place by 28 M6 

screws. “These M6 drilled and tapped holes would 

traditionally have been marked out, centre popped 

and manually drilled, then adjusted by the fitters 

for assembly,” says Richard. “We now machine 

them on the SMX 4000 and every hole is in the 

right place and the comments from the volunteer 

fitters are typically ‘it fits!’ the time savings are 

significant.” Similarly, the SLX 425 ProTURN lathe 

Railway Heritage Kept

Rolling Along
Built in 1903, the Welshpool and Llanfair Light Railway served the communities 

along the winding valley that joined the mainline at Welshpool. This narrow-

gauge railway allowed livestock, coal and timber to be transported easily, as well 

as providing a passenger service until the early 1930’s. 

IDRail: Machine Tool FocusID Rail: Machine Tool Focus
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is generating major benefits for Richard and his 

team of volunteers. Each of the couplings between 

engines and rolling stock has an adjusting nut 

which has a 11/4 4TPI round thread form. A batch 

of 15 off has been manufactured by a semi-skilled 

volunteer in an afternoon on the SLX 425. Prior 

to this using manual machines this was a week’s 

work! For traceability these parts are then put on 

the SMX 4000 and etched with the relevant details, 

again, this would have been done by hand with 

letter and number punches previously.

“Maintenance and refurbishment is a continuous 

process here as the engines and components are 

subject to an aggressive environment; we are either 

boiling things or burning things,” says Richard. “For 

example, after every 28 days of being under steam 

we have to replace/rework the two fusible plugs 

in each boiler. These are bronze plugs with a 99.9 

per cent purity lead core. Their job is as a failsafe 

if water levels drop in the boiler, the lead melts 

and the flame is doused. Making these plugs was 

a black art as they feature a taper thread, which 

must be accurate, and a specific length as four 

complete threads should be showing on the inside 

of the firebox, a situation complicated by the fact 

that the female thread is re-tapped and opened-up 

occasionally. Now it is a straightforward procedure 

as I can call up the program on the ProtoTRAK 

control on the SLX 425 and adjust offsets and 

be confident we will produce accurate parts first 

time. Again, with the focus on availability of labour 

and time, with me currently being the only full-time 

member of staff in the workshop, these fusible 

plugs used to take a skilled-man four hours to 

produce a pair manually. It is now possible to 

turn a pair of plugs in under 15 minutes.”

Programming is done at the machine by 

Richard at present; he is then happy to hand 

over the operating of the machines to semi-skilled 

volunteers, although this situation should improve 

when he recruits an additional full-time machinist. 

One feature that Richard is particularly enthusiastic 

about on the SLX Lathe is the TRAKing facility, 

which allows him to use the handles to move 

through the program, while remaining in full control 

“I love the TRAKing feature as you know you can 

back off if you have any uncertainty about the tool 

path. That said, the ProtoTRAK control is so 

easy to use, with step-by-step instructions 

it is so easy to get things right first time.”

Page 16  -  August 2018  -  industrialdirector.com

The Welshpool and Llanfair Light Railway is always 

looking to recruit skilled engineers on a voluntary 

basis. Expression of interest can be made by calling 

the railway on 01938 810441. 

Visit:

www.xyzmachinetools.com

Looking For Skilled 
Volunteer Enginners
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Turning Centre 
Packs a Punch
Back in 1979, an entrepreneurial greengrocer diversified into selling plastic packaging, which eventually 

became more profitable than ensuring Staffordshire residents were getting their daily portion of healthy 

eating. This soon set the foundation of Kenson Industrial Plastics Ltd, a company that evolved from healthy 

eating to packaging, and then on to the trading of plastic rods and tubes. 

Just a few years after the company was founded; 

a young machinist, Kevin Hutcheson joined the 

company. The son of the company founder and 

now the Managing Director, Kevin re-directed the 

business into machining plastics and the modern 

face of the Cannock based company now has a 

host of CNC turning centres that includes its latest 

acquisition, a Tornos DT26 turning centre. 

 

Kenson purchased its first CNC machine over 25 

years ago to complement its capstan machines 

and now the business employs nine CNC 

machines that include HAAS, Hurco, Mazak and 

CMZ CNC milling and 65mm diameter capacity 

turning centres. Machining spacers, rollers, 

washers, threaded gears, insulating pads and 

machine guarding from materials such as Nylon, 

Delrin, Ertalyte, Polyethylene, PVC, PTFE, PEEK, 

Torlon, Vespel and other plastics, the ISO: 9001 

company produces anything from small batches 

up to production runs beyond 10,000-off. It is here 

that the Tornos DT26 has made all the difference.

 

The four employee company won a contract to 

manufacture gear motor components in batches 

of 10,000 per month and this instigated the 

search for a new turning centre. Prior to buying 

the Tornos, the monthly quantity was tying-up one 

of the company’s 65mm capacity single spindle 

turning centres for 3 weeks every month. The 

small subcontractor wanted to free-up capacity 

on its 65mm machine and produce parts faster to 

prevent any potential supply chain issues. 

 

Commenting upon the search for a turning centre, 

Kenson Industrial Plastics Managing Director, Mr 

Kevin Hutcheson says: “The parts being machined 

are only 12mm diameter. We looked at all the sliding 

head suppliers as well as a few other options, but 

the Tornos DT26 fitted our business perfectly. Other 

sliding head suppliers recommended running neat 

oil, which is standard for sliding head machines. 

However, Tornos said we could run the machine 

with either soluble or neat oil and as we machine 

plastic parts, we don’t want staining from oil, nor 

do we want to clean oil from plastic parts. Tornos 

had instantly tipped the scales in their favour.”

 

With five linear axes and two C-axes, another 

beneficial feature on the Tornos DT26 was the 

integrated 20 bar pressure coolant facility with a 

high-pressure air blast. “Having such features 

integrated into the Tornos as opposed to optional 

extras reduced both the machine cost and 

footprint. The combination of a smaller footprint 

machine with integrated features and the soluble 

oil aspect had swung us towards Tornos. We 

preferred the Tornos DT26 for these aspects but 

it was also the ease-of-use, machine kinematics, 

simple set-up tooling configuration and also 

the fact that Tornos are very local from a service 

perspective that sealed the business.”

 

The machine instantly slashed the cycle time of 

the Ertalyte TX plastic gear components from 50 

to 25 seconds per part, taking more than seven 

days off the previous monthly production schedule. 

Additionally, the facility to work with and without he 

guidebush has reduced material consumption and 

with a changeover time in the region of 15 minutes, 

the customer can rapidly switch between modes to 

suit each batch run. Historically, Kenson has only 

operated on a single 8-hour 

shift basis; however the Tornos 

DT26 has been supplied with the 3m 

barfeed and the Tornos Active Chip Breaker 

(ACB) system for lights-out machining. Referring to 

this, Mr Hutcheson says: “We’ve only ever run day-

shift machining, but now we have the Tornos and 

its ACB system, we can look at unmanned running. 

At present, the DT26 has halved our production 

times and freed capacity of the turning centre that 

was running the gear project. Additionally, the 

DT26 has replaced an ageing EMI-MEC automatic 

turning centre and comfortably absorbed all the 

work the EMI-MEC was previously machining. For 

example, the production of 2,000 small rollers on 

the EMI-MEC machine would take 3-4 days; the 

Tornos produces four rollers a minute, meaning the 

job is finished in a single-shift. This machine was 

also dedicated to producing 3,000 spacers each 

week for electrical cabinets; we now produce these 

parts on the Tornos at least 50% faster than ever 

before.”

 

The Tornos DT26 has completely changed the 

way the subcontractor schedules its work, as Mr 

ID IDTurningTurning
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Hutcheson says: “We have a monthly order for 

2000 nylon conveyor belt parts with a previous 

output of 400 parts a day; this would tie-up one 

machine for more than a week per month. The 

Tornos can do more than 1000 parts a day, so we 

will produce 6000 in a week and hold the quarterly 

stock for the customer. There are many examples of 

how the Tornos has more than halved cycle times, 

however the key aspect is that the machine has 

freed capacity from all our larger turning centres.”

Kenson is building its confidence towards lights-

out machining. When the company targets round-

the-clock running, the Tornos is likely to improve 

throughput and capacity availability significantly on 

all machines. As the first turning centre with a twin-

spindle, the DT26 has reduced cycle times on more 

complex work. Referring to this, Mr Hutcheson 

says: “We were apprehensive about the step 

to a twin-spindle machine but the Tornos TISIS 

software really simplifies the process. TISIS allows 

us to do a simple program for the main spindle 

and another program for 

the sub-spindle, once we 

have these foundations 

in place, TISIS prompts 

us to fill-in the remaining 

movements between the 

spindles. Furthermore, the machine 

operates with a FANUC 31 Series 

CNC control unit that is familiar with all our 

machinists.”

 

The sub-spindle operation has improved 

precision, consistency, surface finishes and overall 

component quality whilst the TISIS system has 

simplified programming processes.  However, 

it is a smaller feature on the DT26 that is saving 

considerable time for Kenson - the part-catcher. 

“Plastic swarf is often long and stringy and without 

a part-catcher on our other machines, small parts 

would drop into the machine sump, leaving staff in 

a rescue attempt to redeem parts from the swarf. 

The Tornos DT26 efficiently collects the parts and 

puts them into a bin outside the work envelope – it’s 

surprising how much of a difference some of these 

peripheral features can make to the everyday life 

of the machinist. We’re delighted with the Tornos, 

it’s been a great addition to our facility,” concludes 

Mr Hutcheson.

Visit: www.tornos.com

ID Turning
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Quality & Metrology

Precision and Portability
Weir Minerals Europe, part of the Weir Group PLC, is a leader in the provision of mill circuit 

technology and services, as well as the market leader in slurry handling equipment for 

abrasive, high wear applications. The company’s products are used in the mining, oil and gas 

and general industrial applications.

Weir have an established reputation around the 

globe for its superior quality products. To ensure 

the company maintains its reputation, Weir 

Minerals administer a stringent quality regime and 

make regular investments in the best available 

quality control equipment. At Weir Minerals’ 

production facility in Todmorden, Lancashire, 

products are manufactured that can be over 4 

metres in diameter. Given the demanding accuracy 

requirements of the company’s Warman® slurry 

pumps product range, consistently maintaining 

levels of precision over such large dimensions 

proved to be time consuming. 

The ideal answer to Weir Minerals Europe’s 

large capacity / high accuracy metrology needs 

was found in a FARO Titanium Measuring Arm 

with an 8ft capacity. The use of the precise, yet 

portable, Measuring Arm meant that rather than 

carry out the slow, laborious removal of a large, 

heavy component from a machine tool with the 

company’s overhead crane, then transporting 

it to a fixed Coordinate Measuring Machine 

for an in-process measurement routine, the 

use of the Titanium Measuring Arm meant that 

accurate measurements could be made whilst 

the company’s products were still located on the 

machine tool. Not only did this new method slash 

inspection times whilst delivering the required 

levels of precision, the difficulties associated 

with disturbing large components’ set-ups, then 

returning them to the machine tool for further 

operations, were brought to an end.

The success of Weir Minerals’ original FARO Arm 

meant that, as the company introduced even 

larger products, a second 12ft capacity FARO 

Quantum Measuring Arm was soon purchased. To 

complement the company’s FARO tactile probing 

products, and to provide additional inspection 

capabilities, Weir Minerals has also invested in 

non-contact FARO scanning devices. As recent 

increased levels of production had the potential to 

place a strain on the company’s existing inspection 

provision, two FARO Arms were purchased.

Andrew Horsfall, Quality Supervisor at Weir Minerals 

Europe, explained: “Weir Minerals products 

are used in demanding, abrasive areas such 

as slurry transportation and mineral processing 

plants, and includes market leading products 

such as Warman® and GEHO® pumps, Cavex® 

hydrocyclones and Linatex® rubber products. Our 

expertise lies is in the delivery of excellent wear 

resistant engineered products and our products 

have a reputation for delivering outstanding 

reliability and longevity. To uphold our hard-won 

reputation for the quality and long-lasting nature of 

our products, we oversee a strict quality system, in 

addition to in-process quality checks being made 

at each stage of manufacture, on completion 

each product undergoes a comprehensive final 

inspection routine.

“Before our use of FARO products, although 

our large, fixed CMM had the capacity and the 

accuracy specification to enable it to undertake the 

inspection of all of our products, we were aware 

of the time being spent in removing large, heavy 

products from machine tools mid-cycle to allow 

the necessary in-process dimensional checks to 

be made. Having searched for a suitably precise, 

portable means of inspecting large products whilst 

still on our machine tools, we witnessed several 

system demonstrations. As we were extremely 

impressed with the precision, speed and portability 

provided by the FARO Titanium Measuring Arm, 

we were happy to place an order.

“Following a brief training course, the simplicity of 

our new Measuring Arm’s controls and the logical 

nature of FARO’s software meant that I soon 

became proficient in the system’s use. I was then 

able to train my colleagues in the Measuring Arms 

operation. 

“The use of our first FARO Measuring Arm was 

a real game changer, it meant that the need to 

remove large components from machine tools 

for in-process inspection, then to replace them 

for further machining, was completely eliminated. 

Our new inspection method also removed the 

problem of interrupting a component’s set-up in 

the machine tool, then attempting to return it to 

the same position. In addition to enabling us to 

consistently achieve our demanding dimensional 

tolerances, the use of our original FARO Arm 

allowed us to significantly reduce our production 

cycle times across our range of larger products. 

“The success of our first FARO Titanium soon 

resulted in the purchase of several further FARO 

Arms and also two FARO non-contact laser 

scanning devices.  We now have a FARO inventory 

of six devices. The speed, accuracy and portability 

of FARO products mean that they are now the 

mainstay of our inspection department.”

FARO’s comprehensive range of 3D measurement 

hardware and software products provides users 

with turnkey solutions for manual and automated 

inspection and actionable analysis of any part, 

component or final assembly. Throughout the world 

FARO’s flexible products help to streamline tasks 

and maximize efficiencies across manufacturing 

processes.

FARO’s range of portable CMM solutions include 

Measuring Arms, Trackers and Imagers, each 

representing robust, accurate solutions for 

precise measurement or inspection in industrial or 

manufacturing environments.

Andrew Horsfall concluded: “Although at Weir 

Minerals we enjoy a reputation throughout the 

world for the premium quality and durability of our 

products, as we operate across several fiercely 

competitive global sectors, our aim is to always 

deliver superior products at a cost-effective 

price. As the efficiency of our production and 

inspection operations has a major bearing on our 

competitiveness, our use of FARO products has 

made a significant contribution in this critical area.”

Visit: www.faro.com
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Quality & Metrology

Laser scanning drives 
quality assurance

Increasing customisation and complexity of the parts, which are used mainly in the vehicle 

interior, air conditioning system and control units, places a high demand on the inspection 

department of Czech company Lukov Plast, a producer of injection moulded plastic parts.

It requires the use of diverse metrology equipment. 

Some components are safety critical, including 

those used in autonomously driven cars, and all 

need to be of the highest quality.

Miroslav Pavlu, measuring technician at Lukov 

Plast explained, “To manufacture assemblies and 

components that will withstand regular daily use, 

parts are subjected to various life cycle and climatic 

tests as well as quality assurance (QA) procedures 

and analysis to assess performance. 

“Previously, QA involved using various manual 

gauges and taking touch-probe measurements on 

a co-ordinate measuring machine. Larger plastic 

parts in particular were problematic to inspect 

using tactile techniques, as they were difficult to 

clamp without distortion.”

To control the production of injection mould tools 

so that manufacturing processes could be steered 

correctly from the outset, as well as to measure 

the plastic parts produced, it was decided that 

inspection needed to be faster, more efficient and 

more accurate. The ability to check a part against 

the CAD model and highlight areas of concern 

using colour mapping was another reason to 

consider investing in newer technology.

An upgrade from Nikon Metrology was deemed to 

be best solution due to its cost effectiveness and 

the supplier’s extensive experience of retrofitting 

to third-party systems. Additionally, its LC15Dx 

laser scanning technology with Focus point cloud 

software was considered best-in-class. 

Introduction of the equipment has exceeded the 

expectations of Lukov Plast in many ways. The 

colour map is a major benefit in both its speed and 

simplicity for sharing information with colleagues. 

The solution also provides greater efficiency in 

meeting measurement requirements, for example 

by being able to align to certain features of a part or 

using RPS points, or to create a BestFit alignment 

to CAD of the whole part surface.

Mr Pavlu added, “The laser scanner has 

accelerated measurement by about 50 per cent 

and the creation of programs for new parts is about 

40 per cent quicker. Costs are also lower due to 

the use of less dedicated fixtures than are needed 

for traditional tactile inspection. 

Furthermore, the fact that the colour map is easy 

for our colleagues and customers to understand, 

without in-depth metrology knowledge, speeds 

measurement evaluation considerably. The result is 

a shorter time-to-market.”

The LC15Dx non-contact laser scanner is used 

primarily in the engineering department at Lukov 

Plast. However, with CAD comparison and 

its ability to reveal undesired distortions, the 

development department also makes use of the 

scanning equipment to test new.

Visit: www.nikonmetrology.com
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EDM

Founded in 2009 by experienced toolmakers Luke 

Hobbs and his business partner Phil Littlewood, 

HLP has quickly grown to become a respected 

industry name in presstool manufacture.

“We started with no premises, machines or money, 

and would simply cold-call to get work,” explains 

Mr Hobbs. “A friend offered us some space in his 

unit and we bought a few pre-owned Sodick wire 

EDMs from auction. We were familiar with Sodick 

machines from previous employment and they are 

tried and tested as far as we’re concerned. We 

also know the guys at Sodi-Tech and the level of 

support they provide.”

Progress at HLP soon accelerated. After a brief 

stint in a rented unit the company acquired its 

own premises in Halesowen, with three pre-owned 

Sodick wire EDMs in place. However, faced with 

yet more demand for its services, the company 

recently sought to expand its capacity even further.

“We needed to extend the size envelope of what 

we could offer customers,” explains Mr Hobbs. “In 

addition, we knew that bringing in another Sodick 

would also release capacity on some of our other 

machines.”

HLP was particularly interested in a AQ750L 

Premium at Sodi-Tech EDM, a machine that was 

developed by Sodick in response to growing 

demand for large dies. The AQ750L Premium can 

handle a maximum workpiece 1050mm long, by 

750mm deep, by 400mm high. In addition, up to 

3000kg can be accommodated on the work table.

Speed And Greater Accuracy
Based at Halesowen in the West Midlands, HLP Engineering 

supplies a number of tier-one automotive suppliers with multi-stage 

progression tools. 

“Along with the size, the AQ750L Premium has 

introduced us to new-generation technologies such 

as linear drives, which compare favourably against 

our other machines that feature ballscrews,” 

says Mr Hobbs. “It means that surface quality is 

enhanced and energy consumption is reduced. 

The machine has become the showpiece of our 

facility.”

Installed in February 2018, the AQ750L Premium 

has been set to work producing parts for automotive 

press tools, such as forming and cutting steels. All 

are one-off items, with most manufactured from 

D2 tool steel to micron-level tolerances. Run times 

vary from 30-45 minutes for smaller parts, up to 

20-30 hours for a large punch block.

“The Jumbo feeder on the AQ750L Premium 

means we can load large spools of wire and run 

some of our longer jobs unmanned, out of normal 

working hours, which we are insured to do,” says 

Mr Hobbs. “This is one example where the new 

machine has moved us on the next level, along 

with precision and speed. I would estimate the 

new machine is 25-30% faster than the machine 

it replaced.”

Upon installing the AQ750L Premium, HLP ‘retired’ 

one of its older models, leaving three Sodick 

wire EDMs operational. Beyond press tools for 

the automotive industry, today the company has 

diversified into the manufacture of jigs and fixtures, 

as well as subcontract wire EDM work and general 

subcontract CNC machining.

Today there are eight employees at the company, 

which says it has not had to advertise for work 

since 2009, such has been the satisfaction and 

repeat orders from existing customers. 

“Quality and customer service are our USPs,” 

concludes Mr Hobbs. “With the Sodick machines 

we know the parts will be first class, which 

supports our ethos of ensuring the press tools we 

make function as intended by the customer. There 

is an intensive tooling buy-off process involved 

with every press tool that involves production 

rate trials from coil at both our premises and the 

customer facility. There is nowhere to hide if the 

tool doesn’t work correctly, which is why we work 

hard to ensure full satisfaction with press tools 

manufactured by HLP.”

“We started with no premises, machines or money”

www.hlpeng.co.uk

www.sodi-techedm.co.uk 
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Charles Eames the famous US designer once said 

“Recognising the need is the primary condition for 

design”. Observing this wise maxim, ISCAR employ 

a team of industry specific machining experts who 

are able to act as a bridge between companies 

involved in all aspects of metal cutting and ISCAR’s 

Research and Development team. The invaluable, 

continuous feedback delivered by ISCAR’s industry 

specific experts to our prolific R&D team, enables 

global industries’ diverse and ever evolving needs to 

be recognised and to be acted on. 

In addition to the invaluable intelligence received 

from global industry, ISCAR’s staff work closely with 

the world’s leading machine tool manufacturers to 

ensure that the company is kept aware of all new 

technical developments. Last but not least, ISCAR’s 

metallurgical experts constantly monitor advances 

across all classes of materials.

This unceasing flow of high-grade information 

ensures that, rather than launch a cutting tool 

solution then look for a machining problem to 

solve, each of ISCAR’s products are painstakingly 

researched and when launched constitute highly-

efficient, cost-effective solutions to real-world 

machining problems. 

As many of ISCAR’s recent R&D programs were 

nearing completion at approximately the same time, 

and as each new product series represented a major 

advance in a particular aspect of machining, rather 

than launch every cutting tool range separately, the 

obvious synergy between each new ISCAR product 

suggested that a major, mass launch was the way 

forward.

The application of LOGIQ

Why LOGIQ? ISCAR has taken the company’s very 

successful IQ concept of machining intelligently 

even further by applying a wide range of logical 

developments to cutting tools.  The application of 

LOGIQ has allowed the creation of advanced new 

ISCAR ranges, it has enabled existing product lines 

to be further upgraded and has also inspired many 

innovative new product series that assist users in 

maximizing equipment utilization and optimizing 

performance.

LOGIQ – Perfect Timing!

When the LOGIQ range was launched in the UK 

earlier this year, the subject of productivity was near 

the top of the political agenda. ISCAR LOGIQ’s focus 

on boosting users’ output, increasing efficiencies and 

improving machine tool yields, chimed perfectly with 

the Government’s push for increased productivity. 

Also, immediately after its launch, the advanced new 

ISCAR LOGIQ range made its MACH 2018 debut. 

As the high-profile LOGIQ launch had prompted 

many potential users to visit the ISCAR stand, 

our staff was kept busy throughout the exhibition 

explaining the multiple benefits of the new range and 

making appointments to visit potential users. 

The LOGIQ of Industry 4.0 

 In an age when sophisticated process monitoring 

and instantaneous acquisition of machining data 

is becoming increasingly important, the instant 

availability of state-of-the-art manufacturing 

consumables, such as advanced cutting-tools is 

equally vital. 

To ensure the most appropriate cutting tool is 

always available when needed, tools can be stored 

in our range of ‘smart’ Matrix vending machines 

that can be integrated into customers’ advanced 

management systems.

The installation of a vending system is motivated by 

users need to guarantee the instant availability of 

tools that will ensure that production does not stop. 

In addition, businesses see the implementation of a 

vending machine system as a way to minimise the 

cost and risk of stock ownership by optimising stock 

levels 

The proof of the Tool is in the Cutting!

Since the end of the MACH exhibition, to help prove 

the spectacular machining efficiencies that can be 

achieved by the use of LOGIQ cutting tools, ISCAR 

sales engineers have performed multiple machining 

trials in existing and potential customers’ premises 

in all parts of the UK. This has resulted in many 

users of other cutting tool brands converting to 

ISCAR LOGIQ products. As further cutting trials are 

due to be made in the near future, it is anticipated 

that many other users will soon switch to the use of 

LOGIQ cutting tools.

The extremely positive feed-back we have received 

from ISCAR LOGIQ users indicates that in all cases, 

the promised machining performance improvements 

have been realised, and in many cases exceeded. 

Impressed by their early experience, numerous 

customers are now investigating other company 

machining processes that could benefit from the 

impressive efficiencies already delivered by the use 

of ISCAR LOGIQ cutting tools.

The multiple advantages provided by the use of 

ISCAR LOGIQ cutting tools can be illustrated by 

the recent turning trial conducted within the UK on 

an application related to the machining of Stainless 

Steel. The customer was using a premium grade 

carbide tool provided by a major global cutting tool 

manufacturer. With the use of the recommended 

LOGIQ 4 TURN cutting tool, cutting speeds were 

able to be raised from 114 m/min to 134 m/min and 

feeds boosted from 0.2 mm/rev to 0.22 mm/rev. In 

addition, the depth of cut was increased from 0.75mm 

to 2.15mm and the number of passes needed 

dropped from 3 to just a single pass. As the hard 

wearing LOGIQ product resulted in the production 

of 9,000 parts per cutting-edge, compared to a 

previous 3,000, not only were far fewer cutting 

tools needed for production runs, much less time 

was lost in stopping to change cutting tools. As well 

as producing comma/helical chips, rather than the 

previous tangled chips and also enhancing the part’s 

surface finish, the advanced LOGIQ 4 TURN tool 

improved many other machining parameters, such 

as raising metal removal rates from16.04 cm3/min 

to 53.69 cm3/mm. The impressive trial data, verified 

by the staff of the company concerned, proved that 

a remarkable saving of 72.3% would be achieved by 

the use of the advanced ISCAR product. This new 

ISCAR customer is now reaping the benefits of the 

use of innovative LOGIQ 4 TURN tooling.

The LOGIQal Conclusion
Back in March, in a blaze of publicity, 300 people witnessed the biggest cutting-tool launch in ISCAR Tools history at 

the ICC in Birmingham. Since this time, as the comprehensive new ISCAR LOGIQ range offers highly efficient solutions 

to the vast majority of machining operations and materials, many end-users have switched to LOGIQ cutting tools. 

Here, ISCAR UK Sales Manager, David Jones explains the success of ISCAR’s all-embracing new range.

Greater demand means 
more staff – its LOGIQ

The success of the LOGIQ product range and the subsequent boost in sales 

means that ISCAR UK are currently looking to employ several additional sales 

engineers, to help us cope with our considerable increase in business. The 

great success of the LOGIQ range and the continuing rise in demand means 

that there has never been a better time to join the ISCAR UK sales team.

Visit: www.iscar.co.uk
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Technical Expertise
JW Kane Precision Engineering Limited is an integrated solutions provider for 

CNC Milling requirements specialising in the Aerospace industry. 
With an increase in their customer base and production 

output, JW Kane needed to improve their business 

operations to support their development, and needed 

a supplier who could respond to their ambitious growth 

plans. In growing the business, JW Kane experienced 

challenges associated with inventory management 

which had the potential to affect productivity and 

efficiency. As JW Kane and MSC have enjoyed a 

working relationship for over 10 years, they turned 

to MSC Application Engineers for advice to further 

investigate and solve the initial difficulties with inventory 

management.

By working in collaboration, they immediately 

highlighted a combination of; too many suppliers with 

limited reporting which caused an overlap of stock 

ordering and associated high admin costs; an inefficient 

amount of unnecessary and unidentified dead stock; 

and engineer downtime caused by sourcing non-

stocked products creating a risk to production. 

JW Kane was managing too many suppliers. This 

challenge caused numerous individual time-wasting 

occurrences on following up quotes, the inconsistency 

of deliverability and availability of products.

Additionally, aligned with their strategic development, 

there was a drive to achieve data-inspired insights 

across the business, such as; understanding tooling 

usage, managing stock levels, and improving 

productivity. Understanding these would create new 

sources of value and smarter revenue generating 

opportunities. Controlling cost and having the ability 

to report and project on inventory, production, and 

other business areas would enable JW Kane to build 

on their business growth and better understand the 

challenging inventory areas to optimise. This included 

the control and reporting of inventory. With a significant 

value of items held up in dead stock, JW Kane had 

an opportunity to streamline their supply chain. They 

were concerned with tool availability, stock-outs and 

ensuring nothing halted their customer’s deadlines and 

quality expectations.

After stakeholder consultation and identifying strategic 

priorities, MSC analysed the challenges and sought 

data to validate all the concerns JW Kane had raised. 

MSC’s Application Engineers worked with JW Kane to 

plan, record and implement all projects to overcome 

their difficulties. Over and above the challenges 

identified, MSC provided engineering support to 

their team to up-skill their knowledge of new product 

development as well as legacy projects. To tackle the 

challenge of too many suppliers, they gathered usage 

data to analyse stock holding and investigate current 

and future project needs. This approach ensured the 

right supply and demand of consumables were in 

the supply chain. They recognised the unidentified 

stock and catalogued all tooling to understand the 

current inventory in operation. They worked on; the 

tooling consolidation, trailing and implementing better 

performing tools, cost saving exercises and improving 

production efficiency to create operational excellence 

for JW Kane. To further enhance their productivity, they 

also implemented a regrind process to extend tool life 

and reduce overall cost. 

Finally, MSC recommended ControlPoint, an inventory 

management solution aimed at gaining visibility, saving 

time and driving profitability. MSC implemented the 

vending solution tailored to meet the current tooling 

needs, but expandable to handle future plans. It 

consisted of two stock optimised locations on the 

shop floor, based on production requirements, being 

able to dispense over 300 products and scope for 

expansion.

MSC worked tirelessly and was committed to 

helping JW Kane achieve their supplier consolidation 

objectives. Their breadth of additional Metalworking 

and MRO categories meant that they could source 

their industrial consumables from a dependable 

supplier. In doing so, they benefited from a combined 

reduction in the administration function and quotes 

from multiple suppliers. Individual time-wasting 

occurrences such as these can be collated together in 

achieving a significant time and cost saving.

JW Kane now has greater control over their tooling 

and spend. Each month they now receive a suite of 

reports highlighting their purchasing breakdown  High 

tool availability limits risks to production and saves time 

previously wasted looking for tooling on-site or waiting 

for the delivery of stock. By using the ControlPoint 

inventory management solution, they have the right 

products, which are specific to a user’s application 

and role. Moreover, due to MSC’s dedicated inventory 

specialists, the machines are automatically restocked 

so JW Kane can rest assure their Inventory is always 

there.

Visit: www.mscdirect.co.uk
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Tooling

Initially located in an old silage pit the two co-

founders and joint managing directors Alan Walker 

and Andrew Monkhouse began working part-time 

in the business. As their reputation grew, and 

additional staff were recruited further expansion 

was necessary and the business was formally 

incorporated in 2003 when the two directors 

became full-time employees themselves. 

“We were just two guys who had this crazy idea 

that we could make this engineering lark work for 

us. We rented the silage pit and built walls around it 

for our first home, which is still part of our factory to 

this day,” says Alan Walker. “Our work mainly came 

through word of mouth and we gradually added 

people and machinery to the business, employing 

our first apprentice as early as 2002. Part of our 

success as we celebrate 20 years in business have 

been the partnerships we have developed with 

customers and suppliers such as WNT. Continuity 

of people is important to us and over our first 

20 years we’ve established lots of relationships. 

We’ve worked with WNT for 14 years and to be 

able to phone up or when Matt, the area technical 

sales engineer, makes his fortnightly visit to look at 

ongoing work and know things will be sorted is a 

nice position to be in.” 

Initial growth at the company was steady, taking on 

its first employee apprentice in 2001 (the company 

has had 11 apprentices, many still working for 

it). Then a call from their ex-employer asking if 

they could take on a major project to transfer a 

production line to Italy allowed them to develop 

at a faster pace. “The contract to move this line 

was a major opportunity and the finance from 

that allowed us to increase investment within the 

business and expand our machining capacity. This 

meant a greater reliance on our tooling suppliers 

including WNT,” says Andrew Monkhouse. “With 

WNT we know we will get a quick response and it 

will be the right response, whether we are on the 

telephone or face-to-face with Matt Darbyshire, 

our area Technical Sales Engineer we are confident 

that the information we get is good and will lead to 

improvements in productivity.”

Twenty Years Of Growth
In a relatively short space of time Complete Engineering Services (Carlisle) Limited has grown 

into a successful sub-contract design and sub-contract manufacturing business, with expertise in 

machining, wire erosion, welding and assembly. 

“We were just two guys who had this 

crazy idea that we could make this 

engineering lark work for us”

Visit: www.wnt.com

With an extensive machine shop that includes 

turning centres, 3- 4- and 5-axis machining 

centres, along with wire erosion and welding 

capabilities Complete Engineering Services draws 

in work from a wide spectrum of customers, 

from motorsport, through automotive, agricultural 

equipment and food processing companies. 

Therefore, there is always something new to look 

at. Most recently investment in a Mikron five-axis 

machining centre drew on WNT’s experience for a 

total work holding and tooling package. Working 

with Matt and WNT’s Applications Engineer Billy 

Poore, a total solution was delivered including 

assistance with post processing of programs and 

the supply of CAD drawings of vices and tooling. 

The work holding package was a combination of 

WNT’s ZSG4 Zero Point vices, MNG Zero Point 

plates and riser blocks and a collection of MNG 

Alu-Form collets. The latter is a machinable collet 

chuck for second operation work which allows 

the company to machine a form into the collet 

for precise gripping of components with irregular 

shapes. Once the batch has been completed the 

collet can be skimmed ready for another form 

to be machined.  “To remain competitive we 

have to keep investing in tooling as the market 

is developing so quickly and, we endeavour to 

push everything as hard as we can to maximise 

productivity. A part of our philosophy is not to 

compromise, so we buy tooling specifically for 

each job, then we know we have the right tooling. 

While this may sound extravagant, it is fully justified 

by the productivity gains that we can make,” says 

Andrew Monkhouse.

Other examples of maximising tooling performance 

can be seen in the use of WNT’s DLC (Diamond 

Like Coating) end mills for machining aluminium 

and the WNT 2011 face-mill system where 

Complete Engineering are running it with a 2.5 mm 

depth of cut, 60 per cent stepover with speeds 

and feed of 300 m/min and 0.5mm/tooth. “Our 

business with Complete Engineering Services has 

grown in line with their business and is all down to 

the relationship that we have developed. We were 

willing to stand on the duckboard when they were a 

much smaller company and that commitment has 

been rewarded in this long-term partnership,” says 

Matt Darbyshire, Technical Sales Engineer, WNT.  

Of course, partnerships are a two-way street and 

involve more than just ‘business’. Both Alan and 

Andrew have experienced WNT’s hospitality in 

the form golf and shooting and, are regulars at 

the WNT/XYZ Machine Tools Trackday hosted 

by Moto3 racer Sam Burman, who is sponsored 

by WNT. “At the last trackday we had the idea 

of paying something back,” says Alan. “As Sam 

is a machinist herself we were happy to offer to 

sponsor her racing helmets, something she was 

very pleased about. In return she paid us a visit on 

her way to race at Knockhill in Scotland, spending 

several hours talking to all out guys, who were 

fascinated by her story. This is just a small way 

in which we can return some of the benefit that 

we’ve had from our partnership with WNT over the 

years and a nice way to help celebrate our 20th 

Anniversary.

IDTooling
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IDSubcontractor FocusID Industrial Director

For the two ex-aerospace engineers that founded 

GD Precision, re-mortgaging their homes to finance 

the leap emphasises their confidence and passion. 

Seventeen years later and the decision has paid 

dividends for the West Sussex entrepreneurs.

Now operating from a 4,400sq/ft facility in Arundel, 

the South Coast Company has seven staff, a host 

of Mazak, XYZ and Dugard CNC machine tools and 

a prestigious list of clients that span across the F1, 

aerospace, transport and medical industries. Like 

most subcontract machine shops, GD Precision 

is continually striving for cost-reductions, greater 

efficiency, enhanced productivity and component 

quality. Luckily for GD Precision, it has many of 

these facets covered by cutting tool supplier 

Industrial Tooling Corporation (ITC). 

Recalling life before the cold call of ITC Sales 

Engineer Dave Cleeve some 10 years ago, 

Company Director Mr Dale Buckthorpe says: “In 

the early days, we were conscious of our spending 

and we watched every penny. We would buy low 

cost tools from a variety of suppliers and when tools 

were near burn-out, we would get buckets of tools 

re-ground. Of course, this was a false economy. 

When Dave Cleeve came in with tools that were 

considerably more expensive than the cheap tools 

we were using, we took some convincing.”

Taking up the story, fellow Director and head of the 

milling department, Mr Gary Short recalls: “Dave 

from ITC reviewed our workload and he offered us 

the 3081 Series square-end 3 flute solid carbide 

end-mill. At the time, we were using a 20mm 

diameter rippers from another supplier to machine 

an aluminium component at the full 20mm width at 

a depth of ½XD applying a low feed rate. Taking-

on-board Dave’s expertise, we applied the 3081 

Series at full flute depth with smaller cuts at speeds 

and feeds that were remarkably high. We were 

sceptical, but we trusted Dave and immediately 

realised cycle time reductions of 50%.”

“Not only did we achieve 50% cycle time reductions, 

the surface finishes and tool life were anything from 

4 to 5 times better than our previous tools. Whilst 

we instantly realised the benefits of paying more 

for tools from a premium brand manufacturer like 

ITC, we also recognised the technical expertise 

was invaluable.”

This success noted the arrival of a full-line of 3081 

end mills from 6 to 20mm diameter for everything 

from roughing to finishing applications. “The 

3081 Series blew our previous tools away. It’s a 

general purpose aluminium end-mill with a high-

helix that we now use for just about every task. 

We have recently been machining dental mould 

tools and the 3081 Series is achieving 70+ hours 

of trochoidal machining on high-grade HE15 

aluminium,” continues Mr Short.

The ITC 3081 Series soon became the tool of 

choice for all aluminium machining tasks at GD 

Precision, giving the Directors confidence to trial 

further ITC tools. This followed in the guise of the 

ITC Widia VariMill range of TiAlN coated four-flute 

end mills for machining stainless steel and exotic 

materials. Instantly outperforming previous tools, 

the VariMill proved every bit as successful on 

challenging materials as the 3081 proved itself on 

aluminium. 

As Mr Short continues: “It took us a while to 

adjust to the VariMill’s high speeds and feeds, but 

we are now hitting jobs faster with smaller cuts 

whilst pulling 30-40% less horsepower. We opted 

for more trochoidal milling and ITC was integral 

in the evolution of our machining strategies. 

With the VariMill generating 30-40% productivity 

improvements and tool life gains of beyond 50%, 

we have phased out the majority of tooling from 

alternate suppliers.being a UK manufacturer, ITC 

adheres to tight lead-times. We couldn’t ask for a 

better tooling supplier.”

Getting a Grip - On Productivity
Leaving the comfort of employment and starting a business is a decision loaded with 

emotion and taken with cautious trepidation.

Visit: www.itc-ltd.co.uk 



ID

industrialdirector.com   -  August 2018  -   Page 37Page 36  -  August 2018  -  industrialdirector.com

Software CADCAM

Shifting Up A Gear
A market-leader in gearbox and transmission systems for the motor sport industry is branching 

out into electric vehicle transmissions, and says the company has benefitted with a new manager 

driving their software use up a gear.   

Dominic Prinsloo, Production Engineering Manager 

at Hewland Engineering, works closely with the 

design team, to ensure that all components can be 

accurately produced through their manufacturing 

cells. 

Hewland have a long history of being the “go-to” 

company to provide racing gearboxes for vehicles 

in competitions such as Formula One, LeMans 

GT, WRC Rally, Open-wheel formula, and Touring 

Cars…along with high performance sports cars 

that are equally at home on the road or track. They 

also produce transmission systems for Formula E 

electric cars, and are now working on a number of 

projects for electric road cars.  

Their core business comprises gear components 

including the box, gears and layshafts – in fact 

everything that makes up the entire transmission 

system. Around 95 per cent of the parts are 

programmed through Edgecam, and almost all are 

complex, with tight tolerances of between five and 

ten microns. 

Since joining the company in September 2017 

Dominic Prinsloo has introduced new ways of 

working with Edgecam. “Hewland have used 

Edgecam for many years, but weren’t utilising 

it to its full potential,” he says. Implementing his 

methods has led to astonishing results in reducing 

time and tooling costs. 

On a gearbox selector fork, for example, the cycle 

time was slashed from one hour five minutes down 

to just 38 minutes, and when tooling costs were 

also taken into consideration, the savings on that 

component were “considerable.”  And with a larger 

fork, his methods with Edgecam saved around half 

an hour on each individual item. Forecasts show 

that over a 12 month period the Edgecam changes 

will also lead to considerable savings on every type 

of gearbox fork they manufacture. “It all means 

we can offer farm more competitive prices to our 

customers.”

Those changes include bringing in solid models 

for programming and generating the features from 

the model. “We also use profile features, either 

generated from the Features Find function, or 

generated manually. When I came to the company 

the system was to input the values manually, which 

was time-consuming and prone to error. Now, the 

code is generated by associating the toolpaths 

to the features, so whenever the component 

is upgraded to the next version and the model 

manipulated – such as a particular diameter 

being changed from 32mm to 45mm – we just 

regenerate the feature and the toolpath changes 

automatically.”

But he says the biggest game-changer was 

introducing Edgecam’s powerful Waveform 

roughing strategy to Hewland, both for their milling 

and turning cells. “It’s now used for all our face 

grooves, groove turning, and full rad inserts, which 

has reduced cycle times dramatically.”

Previously, when milling their range of gear selector 

forks, a high feed method was used, with multiple 

face cutters for one component. “Those step 

cutters only lasted for three parts before having 

to be replaced.” He changed the manufacturing 

process to incorporate Waveform, machining 

2.8 metres a minute at 4,200 rpm with a ten per 

cent stepover, which has reduced the number 

of tools required to cut the component. “We’ve 

reduced the cycle time by 20 minutes on stage one 

machining, and eight and a half minutes on stage 

two machining…which means we’ve saved around 

half an hour on each fork. And we cut around 23 

billets per carbide, instead of three.”  

Many of Hewland’s shopfloor workers were a little 

wary of Edgecam’s Waveform strategy at first, 

worrying that the ramped up feeds and speeds 

would break the cutting tools. “They’d never seen 

anything like it. I introduced it slowly, starting with a 

low revolution, then gradually increased it, until we 

got to a ten per cent stepover, and 2.2 metre feed. 

That was on EN 36 case hardening steel…so the 

team very quickly realised exactly what Waveform 

could do. I know we can push the machine even 

more, but this is perfect for our needs. It means the 

operator can leave the machine running while he 

goes on to work on another one.”

And those same operators now want Waveform to 

be the default machining strategy. “We have what 

we call legacy components, that were originally 

programmed a long time ago. The shopfloor 

are asking us to change the programming to 

Waveform, telling us they find it more reliable, 

reduces load on the spindle and wear on the tool.”

He says another Edgecam benefit is its ease of 

use. “We load the STEP file, and if it’s not a raw 

casting we generate stock through Edgecam’s 

stock library. Then we load a chuck if it’s turning 

component, or vice if it’s a turning part.” After 

that, comes what he calls the real power behind 

Edgecam – generating the features on the model 

before they start the programming sequence; 

loading the machine, and generating the toolkit, 

which in turn creates the set-up sheet that they 

use as their live job report. “We have everything 

within Edgecam; the stock, the model, chuck, 

machine, and toolkit. We simply couldn’t run our 

shop without it.”

He predicts that Edgecam is going to be even 

more vital in future, for prototyping new gear 

components for electric vehicles. Design Engineer 

Ashley Craig is currently working on a number of 

transmission systems for that growing market. 

“I liaise closely with Dominic to ensure that the 

finished 3D model can be accurately machined. 

It gives me total confidence that my designs will 

be faithfully translated into the finished part, and 

ensures that Hewland continues to compete at the 

top level in terms of the gears and transmissions 

that we produce. Thanks to Edgecam, we can 

give our customers competitive prices, because it 

keeps both development and manufacturing costs 

to a minimum.”

IDSoftware CADCAM

Hewland Engineering: 

www.hewland.com

Edgecam: 

www.edgecam.com
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‘Small But Powerful’
Yamazaki Mazak is ramping up the promotion of its PRIMOS range of machines for UK machine 

users. The new campaign, which has the strapline “You don’t have to be big to be powerful” is 

promoting the QT-PRIMOS series, a range of compact, high performance turning centres, and its 

vertical version, the VC-PRIMOS 400 SG, a compact vertical machining centre.

lift turret indexing and a main spindle capable of 

4,000rpm.

The new campaign also features the VC-PRIMOS 

400 SG, a compact, high speed vertical machining 

centre, equipped with a 12000rpm spindle and 

30 taper interface, that delivers high-productivity 

performance with lower tooling investment costs.

The machine is capable of high speed 60m/

min rapid traverse rates and delivering fast tool 

change times, which can increase productivity and 

efficiency by reducing non-cutting time. In addition, 

the highly compact machine has maintenance-free 

sides and rear chip conveyor discharge.

The VC-PRIMOS 400 SG can also be fully 

integrated with machines from the QT-PRIMOS 

series to form an effective production line that 

performs both turning and milling.

All machines in the PRIMOS range are built to 

Mazak global manufacturing standards, which 

means that, despite the entry-level price point, 

there is no compromise on Mazak build quality.

Aimed at entry-level machine users, all machines 

in the PRIMOS range can be characterised by 

exceptionally small footprints, circa 20 per cent 

less than equivalent machines in their class. 

The QT-PRIMOS 50 SG is a compact, high-

performance CNC turning centre, designed for 

mass production environments, but with minimum 

floorspace requirements. The rigid integral spindle 

motor and INTELLIGENT THERMAL SHIELD 

ensure outstanding accuracy and high-speed 

cutting with the main spindle capable of 5,000rpm. 

The machine is also equipped with a lightweight 

machine front door, front window, large capacity oil 

pan, smooth chip disposal and a 5” chuck.

In this series, the QT-PRIMOS 150 SG, is a similar 

compact machine equipped with a servo motor 

driven drum turret that features high-speed, non-

Visit: www.mazakeu.co.uk
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It is even detectable in human breath at low 

levels.  For some time, formaldehyde itself has 

been classified as a category 1B carcinogen. 

New legislation now affects certain formalin 

donor biocides. Under the recent update to CLP 

regulation, ATP (Adaptation to Technical Progress, 

review May 4 2017), any product or treated article 

which contains certain formalin donor biocides 

(to protect the function of the product) will need 

to be labelled as a category 1B carcinogen. Under 

the changes planned to the labelling of certain 

chemicals, formalin donating agents have been 

re-classified according to their total potential to 

donate formaldehyde and not through actual 

measurement in use.  Examples of the biocides 

affected include methylene bis-morpholine (MBM) 

and methylene bis(5-methyloxazolidine) (MBO).

Changes to labelling are required to meet the 

new CLP (Classification, Labelling & Packaging) 

regulations adopted by the European Union. As a 

result, through no changes in product formulation, 

certain products will carry additional hazard 

labelling. 

The deadline for biocide manufacturers to update 

their CLP Hazard labelling is December 1 2018. 

Under the updated CLP labelling regulations, 

products containing more than 0.1% or 1,000 PPM 

(parts per million) of these formalin donor biocides 

(MBM and MBO) will carry the category 1B Hazard 

Identification.

Paul Tierney, Technical Product Manager at 

FUCHS Lubricants, said: “Building on the unique 

patent-pending ‘GLOBAL’ technology, FUCHS 

ECOCOOL ULTRA-MOTIVE soluble metalworking 

fluid has been designed to address the future global 

environmental and health and safety requirements 

for water miscible metalworking fluids.  The 

innovative platform chemistry has been developed 

to provide excellent levels of lubricity, cooling and 

corrosion protection whist being free of formalin-

containing biocide, boron and other SVHC listed 

components.  As a result, FUCHS ECOCOOL 

ULTRA-MOTIVE is not affected by the new CLP 

labelling changes, and has an enviable position in 

the industry offering our most sustainable solution 

for the widest possible range of applications.”

In developing ECOCOOL ULTRA-MOTIVE, 

FUCHS chemists have successfully formulated 

a premium semi-synthetic soluble metalworking 

fluid, specifically designed to serve the demands 

encountered in the automotive industry.  

Performance has been proven over a wide variety 

of materials, including cast iron, stainless, Duplex 

and Super Duplex steels, along with the widely 

used automotive aluminium alloys. Performance 

optimisation during the research and development 

stage included extensive in-house testing using 

FUCHS’ CNC machine tool. The ability to develop 

products in such a way is integral to the success of 

all FUCHS Lubricants industrial products.

Paul added: “FUCHS ECOCOOL ULTRA-MOTIVE 

has been benchmarked against many competitors 

and customers have reported up to 43% reduction 

in tooling costs when using the latest ECOCOOL 

‘GLOBAL’ platform with existing tooling. Greater 

savings can be realised when tools are optimised 

for the process. In tooling studies, tool life increases 

of up to 150% have been recorded.

“In the FUCHS UK R&D laboratory, cutting speeds 

have been increased to provide real benefits in 

productivity whilst maintaining excellent tool life. 

The rate of metal removal can also be increased. 

Results have indicated a 16% increase in cutting 

speed is possible when matching the tool life of 

our previous class leading product - FUCHS 

ECOCOOL ULTRALIFE A.”

High lubricity is vital to extend tool life. When 

determining the lubricity of a coolant under 

laboratory conditions, a special Tapping-Torque 

Test is performed. For the evaluation of lubricity 

performance, fluids with lower observed torque 

values lubricate better than fluids with higher 

observed values. The product is designed for use 

in both hard and soft water with a wide range of 

materials allowing effective product rationalisation 

and a reduction in complexity for all automotive 

industries and associated manufacturing. 

“Since its launch, customers have reported tool 

cost savings, improved cleanliness, excellent sump 

life and greatly improved foam suppression during 

high pressure machining,” said Paul “This ability 

to counteract foam formation has been vital in 

securing accounts where problematic machining 

processes placed extra demands on coolant 

management.”

FUCHS ECOCOOL ULTRA-MOTIVE contains a 

unique lubricity package that makes it especially 

effective for stainless steel, aluminium and hard 

alloy machining.  Stainless steel milling and drilling 

applications show dramatic improvements in 

tool life and surface finish.It is the ultimate ‘next 

generation’ water miscible coolant and employs 

raw materials that are intrinsically robust and 

provide long sump life.  The emulsification system 

produces a tight stable emulsion that effectively 

tolerates tramp oils without producing sticky 

deposits or residues.

ID IDCoolants & LubricantsCoolants & Lubricants

Overcoming Difficult Legislative Issues And 

Improving Tool Life

Historically, the metalworking industry has relied on traditional formalin donor biocide technology to offer 

equipment the best possible sump life.  Formaldehyde is a chemical compound which occurs naturally in 

the environment as a by-product of metabolic processes in humans, animals and through the natural decay 

process of plant species. 

Visit: www.fuchs.com/uk 



ID Surface World Preview

The company will also stress the comprehensiveness 

of its services, from technical consultancy and 

application engineering through machine upgrade, 

repair and part-exchange to 24/7 subcontract vibratory 

finishing and polishing.  Vibratory machines ensure 

that deburring, descaling, edge breaking, surface 

finishing and superfinishing of components is carried 

out automatically, consistently and to a high degree 

of repeatability that is unattainable when processing 

by hand. It also reduces labour costs, reworking and 

scrap. At the same time, parts can be degreased, 

rinsed, dried and pretreated for anodising, chemical 

blacking or painting.

People in any industry who are currently manually 

finishing their components are invited to log on to 

www.vibratoryfinishing.co.uk/cost-calculator.html to 

find out how much this repetitive and unpopular job is 

actually costing them and how much could be saved 

by automating the process.

Another area of focus will be the vast range of 

components that can be efficiently and safely processed 

using the vibratory technique. Anything from rusty old 

chains to parts machined to tolerances measured in 

single-figure microns are suitable candidates for vibro 

finishing, as are delicate components produced by 

additive manufacturing.

PDJ Vibro provides free process analysis and advice, 

taking into account the number of parts to be finished 

per batch, frequency of production, drainage and noise 

issues, the size of the components and how vulnerable 

They include turnkey systems for large scale 

production applications and flexible line configurations 

for processing complex parts to a superior standard.

The Turbex product portfolio includes the Galvatek 

range of surface treatment lines for applications such 

as chemical cleaning, etching or anodising. More than 

600 turnkey installations in over 35 countries have 

been designed, delivered and installed.  Continuous 

development ensures that technological advances 

create better and more efficient procedures for 

industries where precision and fault-free operation are 

required. The equipment is typically automated and 

is renowned for modern technological developments 

that ensure efficiency, reliability and low emissions.

Turbex also supplies aqueous cleaning and drying 

systems for batch or in-line processing, which will also 

be promoted at the show. There are over 100 standard 

models in the range including front- and top-loading 

spray washers, multi-stage automatic or manual 

they are to impingement damage. Finishing trials and 

sample processing are also offered, along with flexible 

payment and buy-back solutions. 

What’s more, if funding is not available for machine 

purchase, the company recommends its subcontract 

finishing capacity. Around 35 million parts are 

processed annually. A collection and delivery service 

is provided, but customers can arrange their own 

transportation if preferred or even wait for the parts to 

be ready.

ultrasonic systems, bench top and floor standing 

ultrasonic machines, precision machines with basket 

rotation and flood options, and tunnel cleaning lines.

One range of machines uses a world-patented system 

whereby rotation of the holding basket and spray jets 

is individually adjustable, allowing them to rotate in the 

same or opposite directions. Programs can be tailored, 

together with other movement options such as rocking 

of the basket, to wash even the most complex parts 

efficiently. The equipment is aimed primarily at high-

precision applications, with the possibility of simulated 

clean room conditions.

Another focus will also be modular and bespoke, 

high precision, ultrasonic cleaning machines with 

automation. A hallmark of their construction is multi-

frequency ultrasonics, where a single transducer 

can generate two different ultrasonic frequencies. 

Consequently, dis-similar components and materials 

can be handled optimally in the same tank.

For processing larger parts, Turbex offers the ACV 

range of front-loading, spray washing and rinsing 

models. They are particularly popular for degreasing, 

phosphating, paint removal, de-rusting and de-scaling. 

Non-destructive FPI testing equipment completes 

the Turbex offering. Through the company’s long 

experience of component cleaning dating back to 

1981, it has developed an extensive knowledge of FPI 

and the techniques required for testing and reporting.

Automated Finishing
Immediately inside the visitors’ entrance to Surface World Live 2018, family-owned 

vibratory finishing specialist PDJ Vibro will promote its comprehensive range of new 

and refurbished bowls, barrels and high energy centrifugal equipment, as well as the 

vast range of consumables on offer.

At this year’s Surface World Live show, Turbex will highlight its ability 

to supply problem-solving solutions to meet customers’ needs.

Visit: www.pdjvibro.co.uk

Visit: www.turbex.co.uk

Aqueous Cleaning And Surface Treatment
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AMB 2018
18th to 22nd September 2018 Stuttgart

AMB Stuttgart 2018 Preview IDAMB Stuttgart 2018 PreviewID

AMB, the international exhibition for metal-

working, is considered a leading trade fair and 

one of the top five trade fairs worldwide in 

this industry. All global market and technology 

leaders will be represented in Stuttgart. 

Exhibitors from over 30 nations present their 

new products and services in the 120,000 

square meter area of machines and tools for 

metal-working. The excellent infrastructure 

enables visitors to obtain information on 

industry trends in one day, including arrival and 

departure, depending on individual trade fair 

objectives.

In the run-up to the biennial industry meeting, 

the visitors to AMB will receive valuable 

information via their newsletters. Receive 

updates on the exhibition areas, special shows 

and highlights of the programme. Benefit from 

comprehensive information to properly prepare 

for your AMB experience by registering for the 

Newsletter:

www.messe-stuttgart.de/amb/en/visitors/

newsletter/ 

Getting the Most out of MACHINES
AMB will once again become the hub of European metalworking from 18 to 22 

September 2018 and OPEN MIND Technologies will present the latest version of 

hyperMILL® CAD/CAM suite on Booth 2B20. 

Walter Ewag UK, a member of the United Grinding Group, reports that a number of 

machines from the Walter Helitronic tool grinding/erosion and Walter Helicheck tool 

measurement machine range, as well as Ewag’s Laser Line Precision insert production 

machine, will be on view at AMB, Stuttgart.

The company’s presence at the trade fair will focus 

on the hyperMILL® MAXX Machining performance 

package. This brings together highly efficient machining 

strategies that make the most out of the options for the 

respective machine tool. Visitors to the OPEN MIND 

booth at AMB can see exactly how this plans out the 

workspace, thanks to a virtual reality simulation.

hyperMILL® MAXX Machining incorporates innovative 

methods for roughing, finishing and drilling. OPEN 

MIND has also been instrumental in developing the 

cutting tool for the 5-axis tangent plane machining 

strategy. The increasingly popular conical barrel 

cutter has a large radii that enables correspondingly 

wide distances between tool paths. With regards to 

roughing strategies, OPEN MIND has also lived up to 

its reputation as a pioneer in 5-axis machining with the 

5-axis trochoidal roughing strategy that is a unique 

machining task for quickly milling curved surfaces in a 

way that is very tool-friendly.

OPEN MIND will also provide some sneak peeks at 

pending expansions to its performance package at 

AMB. For instance, in the future, hyperMILL® MAXX 

Machining will be available for 3D-optimised roughing 

as well as for turning. Meanwhile, 5-axis tangent 

machining is available for corner filleting. This function 

guarantees simple radius programming at surface 

boundaries.

 The highly developed hyperMILL® simulation functions 

will make a special experience possible at OPEN 

MIND’s AMB booth: Visitors will be able to delve into 

the machining area through a 3D machine simulation 

on the booth’s virtual reality station. Visitors will be 

able to view the clamps, holders, tools, toolpaths and 

even view simulations from any desired perspective. 

End users will be able to observe complex processes 

via virtual machining. Hidden processes will be made 

visible and it will be easier to detect collision risks. It 

will even be possible for visitors to closely observe the 

machining of deep cavities with precision.

Visit: www.openmind-tech.com Visit: www.walter-machines.com

Walter & EWAG Show Tool Grinding, Erosion And Lasering, 
As Well As Tool Measurement

Visitors to AMB will, therefore, have the ideal 

opportunity to see for themselves the build quality 

of these machines and, of course, also be able to 

investigate the numerous technology features available 

to help improve productivity and quality levels in terms 

of both tool and manufacturing and regrinding, as well 

as tool inspection and insert production using a laser.

From the Walter Helitronic range of multi-axis tool 

grinding/erosion and regrinders, on show will be the 

two-in-one Power Diamond 400 grinding/erosion 

machine with robot loader – for the production of PCD 

as well as carbide tooling - and the Power 400 tool 

grinder/regrinderwith robot loader.

Walter’s renowned Tool Studio 3 software will also be 

available, and this has integrated wizard technology 

for fast tool production simulation, parameter changes 

and machine operation – including an erosion function 

option for the fast and easy programming of ‘what you 

see you can grind and erode’. 

Complementing these will be the Walter Helicheck Plus 

tool measurement machine with robot loader and the 

Helicheck 3D.

The Helicheck 3D digitises tools and production 

parts to create three-dimensional model data that 

can be saved, processed, analysed and measured. 

The machine utilises a revolutionary new method of 

digitising to enable items to be scanned and digitised 

quickly and easily. 

Its 3D Tool Analyser software - specifically developed 

for the application – can lay horizontal, vertical and 

freely selectable cutting planes at any position on the 

3D model. These are automatically analysed and the 

resulting parameters made available for use.

The capability to measure all important tool features 

has never been quicker or simpler than with Helicheck 

3D and since measurements are carried out on virtual 

models, the process can be performed offline.

Complementing the machine is a software 3D 

‘matcher’ to enable users to create a colour-coded 

comparison of two 3D models within the machine’s 

graphical user interface. After the ‘match’ of both 

models, the operator instantly receives an evaluation 

of the quality of the products and any deviations from 

desired values. 

The five-axis Laser Line Precision will be representing 

Ewag’s wide range. This is a cost-effective and 

highly accurate entry-level machine for processing 

all commercially available diamond cutting materials 

including CBN, PKD and CVC-D. 

Laser Line Precision utilises modern short-pulse fibre-

laser technology in the green wavelength range (532 

nm) for highly efficient and effective machining, with 

the resulting flue gas and vapourised material being 

suctioned away to a suction/filter system.

Incorporating the innovative and patented Laser 

Touch Machining process, the result is excellent 

surface quality, even on tools with complex or 

delicate geometries. Indeed, any type of cutting 

contour, clearance and three-dimensional chipbreaker 

geometry can be produced in a single clamping 

operation.  

With a footprint of only 5 m2, Laser Line Precision is 

the most compact and cost-efficient laser production 

centre available for super hard tools. An optional six-

axis robot offers the highest levels of flexibility during 

minimally manned, multi-shift operation.
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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.

We are looking for an experienced fabricator welder to join our 

growing team. Must have experience in tig and mig welding, 

preferably sheet metal work and pipe welding a must. Good 

rates of pay and plenty of overtime.

Send CV’s to c.earl@pearlengineeringuk.com

No agencies.

The latest results from the CBI survey show an acceleration 

in the pace of growth of manufacturing output in the latest 3 

months, reaching its fastest rate for a year. Discover more: http://

ow.ly/7dio30laV18  #UKmfg #YoE

@pearlserv

@mta_uk

At the heart of MSC is our commitment to our customers. 

That’s why we’ve listened and improved our new 14th edition 

catalogue, bringing you - new product innovations, expert 

#technical advice and so much more. While you wait, explore 

http://mscdirect.co.uk  #EngineeringUK #ukmfg

SolidCAM UK are exhibiting & carrying 

out live cutting demos at the Inspiration 

Through Innovation 2018 event  - 9th 

& 10th Oct! Register to attend: http://

ow.ly/hBgL30kmOzQ . Read more: 

http://ow.ly/OviK30kmOzR  #SolidCAM 

#iMachining @secotools @romi_uk @

SCHUNK_HQ @JemtechUKLtd

@MSCIndSupply

@SolidCAMUK
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