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Lotus and Williams Advanced Engineering 
announce a strategic technical partnership 
Lotus Engineering has extensive and proven 

expertise in the integration and application 

of new technologies – for Lotus Cars and 

many global engineering clients, and is 

an acknowledged leader in lightweight 

structures and advanced materials.

Williams Advanced Engineering has acclaimed 

experience across the automotive sector and 

beyond, which will continue alongside this 

partnership. This expertise includes advanced 

propulsion systems and award-winning work 

applying knowledge derived from the pinnacle 

of battery technology during the inaugural four 

seasons of Formula E into electric vehicles.

Phil Popham, CEO, Lotus Cars said, “Our new 

technology partnership with Williams Advanced 

Engineering is part of a strategy to expand our 

knowledge and capability in the rapidly changing 

automotive landscape. Applying advanced 

propulsion powertrains can provide numerous 

exciting solutions across multiple vehicle sectors.  

Our combined and complementary experiences 

make this a very compelling match of engineering 

talent, technical ability and pioneering British spirit.”

www.lotuscars.com 

www.williamsf1.com/advanced-engineering

Role reversal for Ben as he 

joins XYZ Machine Tools 
Ben Warren has joined XYZ Machine Tools as 
Area Sales Manager covering Oxford, 
down along the north of the M4 
corridor and across the north 
west quadrant of London as 
far as Milton Keynes. He 
brings with him extensive 
precision engineering 
industry knowledge, gained 
in part from running his 
own successful precision sub-
contract business. The move from buying and 
using machine tools to selling them is one that 
he is relishing.   

Taking on the position of Area Sales Manager 

will enable Ben to reignite his involvement with 

precision engineering and, put his 18 years’ 

experience in solving engineering problems 

to good use by getting back face-to-face with 

customers. Ben explained  “The big attractions 

to me of joining XYZ Machine Tools was the 

overall attitude of the company where you 

get immediate answers to questions, this 

combined with the extensive machine range 

should allow me to develop the sales area 

and generate strong revenue streams for the 

business.”

www.xyzmachinetools.com

Gilmour tools meets demand 
with ewag grinders

In response to the need for increased output 

by customers in the oil & gas and aerospace 

industries, Larkhall-based Gilmour Tools - the 

of the largest independently owned cutting 

tool manufacturers in Europe - has expanded 

its already impressive range of Ewag insert 

grinders with a Compact Line insert grinding 

machine.

Supplied by Walter Ewag UK, a member of 

the United Grinding Group, the new machine 

complements five other Ewag insert grinders 

(Ewamatic models) and has been installed 

primarily to produce threading-type inserts for 

the oil and gas sector.

According to managing director Gary Gilmour, 

the new 5.5 kW/7,000 revs/min machine is 

ideally suited to such work, offering very fast 

and accurate machining of inserts. 

 www.walter-machines.com

New appointments at Axiom  
Axiom Product Development has appointed 

three new staff to expand the skills and 

broaden the capabilities of  the Chichester 

based specialist machining and tooling 

business. The new staff come after an 

extremely successful six months for the 

business, with double digit growth, expansion 

into new markets and a doubling of new 

customers.

Martin Gilbert has been appointed to the new 

position of Production Supervisor which has been 

created in response to the increased workload of 

the business. Martin is responsible for the specialist 

machines and team of skilled machinists and 

finishing experts. 

Daryl Bennett has been appointed Technical 

Engineer, another new position created in response 

to the increased orders and new customers.  Daryl 

has specialist skills in machining and comes with 

over 7 years’ experience in precision engineering in 

particular with Formula 1 clients. 

Andy Hitchcock is a qualified engineer and mechanic 

with over 10 years’ experience in the automotive and 

engineering sectors. Andy has been appointed to 

the role of Finishing Engineer, another new position 

created in response to the increase in specialist 

business for the company. Andy is responsible for 

the hand-finishing of the tooling parts and complex 

assembly fixtures. 

www.axoimpd.co.uk

Manufacturing output picked up 

as year came to a close
Manufacturers reported that output growth picked up in 

the three months to December, according to the latest 

monthly CBI Industrial Trends Survey.

The survey of 346 manufacturers found that output growth picked 

up in the three months to December, rising further above the long-

run average.  Total order books remained firm in December, staying well 

above their long-run average. Export order books improved noticeably and are 

now at their strongest since January last year.    

Expectations for output price inflation were slightly higher, above the long-run average. However, they remain 

below the highs seen at the turn of 2018. While UK manufacturers should continue to be supported by firm 

global economic growth and a low sterling exchange rate, subdued domestic momentum and ongoing 

Brexit uncertainty will pose headwinds to manufacturing activity.

Tom Crotty, Group Director of INEOS and Chair of the CBI’s Manufacturing Council, said: “It is encouraging 

to see the resilience of the UK’s manufacturing sector shining through”

www.cbi.org.uk

US Fortune 100 company enters UK 
manufacturing tools market
Fortune 100 company Grainger Inc is entering 

the UK manufacturing market in hand tools, 

power tools and PPE through its subsidiary 

Zoro UK (www.zoro.co.uk). 

Zoro offers a one-stop-shop for over 200,000 

products in industrial consumables and equipment 

with free next day deliver throughout the GB 

mainland on many of its lines. 

Its trade accounts provide credit and fast and easy 

quotes, and its network of industry experts are on 

hand to advise on the best tooling solutions for any 

engineering challenge. Orders can be placed online 

or through its telesales team.

Marcus Nelson, managing director of Zoro UK, said: 

“If you are an engineer or are working in an industrial 

SME and need that power tool the next day, then 

Zoro will deliver it to you. And it’s not just power tools 

– we have over 200,000 products that the small 

engineering company needs.

“We are really excited to be able to offer such a wide 

product range to the manufacturing supply chain. So, 

try us out – you won’t find anyone more competitive 

on pricing, delivery or expert knowledge.”

Grainger is America’s #1 source for industrial-grade 

supplies and safety products. For over 90 years, 

Grainger has built a tradition of serving businesses, 

big and small, with effortless ways to get the 

products and services they need.

www.zoro.co.uk. 

New workholding 
systems for horizontal 
machining

New towers have been introduced by 

Roemheld UK for clamping multiple 

workpieces on the table or pallet of 

horizontal machining centres.

 TS towers feature four vertical faces for holding 

4, 8 or 16 parts, while TS TriStar versions have 

three faces for securing 3, 6 or 12 parts. The 

latter models have the advantage of allowing 

improved spindle access for machining 

components from the sides. All employ a 

patented guidance and sealing system without 

the need for sheet metal covers or plastic 

wipers and the monobloc design provides high 

stability and accuracy.

www.roemheld.co.uk

MTA win British 
Standards Institution 
(BSI) Organizational 
Leadership Award

The Manufacturing Technologies 

Association is pleased to announce that 

it has won the 2018 British Standards 

Institution (BSI) Organizational 

Leadership Award. 

The award recognizes exceptional support 

for standards-making by a trade association, 

professional body or an individual company. 

The recipient will have demonstrated how 

they have supported and enabled committee 

members to actively participate in standards-

making, as well as how, as an organization, 

they have constructively engaged in standards-

making and supported the benefits of using 

standards.

This achievement comes on the back of the 

MTA significantly increasing its activities in 

the standards arena, upping its participation 

and promoting the benefits of standards to UK 

industry. 

www.mta.org.uk
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Royal HaskoningDHV acquires Lanner 
Engineering and project management 

consultancy Royal HaskoningDHV has 

acquired Lanner, a UK-based hybrid software 

& consultancy firm specialising in predictive 

simulation for industrial clients.

Lanner’s simulation software (WITNESS) connects 

physical assets, processes and resources into a 

single digital model that delivers actionable insights 

to make business operations and supply chains 

more resilient and efficient. The acquisition supports 

Royal HaskoningDHV’s strategy to offer services in 

which its extensive engineering and consultancy 

knowledge is combined with data-driven and 

technology-based solutions.

Royal HaskoningDHV CEO Erik Oostwegel: 

“Today’s rapidly changing business environment 

requires organisations to be able to quickly adapt 

and act. Simulation is the most cost-effective way 

to assess ‘what if’ scenarios of business process 

changes. Predictive simulation helps to make fact-

based investment decisions, improve operational 

efficiency and embrace Industry 4.0. It allows us to 

better support our clients on business questions 

such as ‘what happens if we expand our production 

capacity’, or ‘what would be the best Industry 4.0 

investment for our specific situation’.”

 “We are pleased to welcome the experts of Lanner 

and their proven technology. By combining our 

extensive engineering and consultancy knowledge 

with data-driven and technology-based solutions, 

we are able to better advise and support our clients 

to run a sustainable business.”

 www.royalhaskoningdhv.com

Horn has expands lightweight 
milling system 

DTM.CX09 arbour milling cutters are designed 

as roughing tools for use in machining 

applications that involve high cutting depths 

and place fewer demands on surface quality. 

The DTM.CX09.AL.F face milling cutter for 

finishing adds an adjustable body to the 

existing product range. Axial run-out can be 

adjusted easily to the exact micron using a 

presetter.

The aluminium body of the tool holders 

has low mass, resulting in reduced energy 

consumption during acceleration and 

deceleration. Its weight is less than that of a 

steel milling cutter, ensuring faster spindle 

speed changes and consequently highly 

dynamic machining as well as less wear on the 

spindle at high speeds. Additionally, the cutter 

body features a protective hard coating to 

prevent wear caused by chip impact. 

 www.phorn.co.uk

Apprentice shortlisted for 

SEMTA Skills Award
A robotics apprentice from FANUC UK, 

Christian Attewell, has been shortlisted 

for Apprentice of the Year (SME employer) 

at the prestigious Science, Engineering 

and Manufacturing Technologies Alliance 

(SEMTA) Skills Awards 2019.

Christian, 22, who has progressed through the 

Advanced Manufacturing Technology Centre 

(AMTC) apprenticeship programme, joined FANUC 

in 2016, and completed his apprenticeship in 

September 2018. His nomination stems not only from 

the breadth and depth of his technical understanding 

at a young age, but from proving himself time and 

again in challenging circumstances.  For example, 

just a couple months into his time with FANUC, 

Christian was flown in to resolve a resourcing 

challenge on a large customer project in Ireland. 

His knowledge and practical experience meant he 

could fit seamlessly within the team, without the 

need to call upon local subcontractors; thus saving 

significant time and money for the project. 

Andy Armstrong, UK Sales & Marketing Manager for 

FANUC, comments: “Christian is a fantastic example 

of how the cross-collaboration between different 

industrial partners – in this case, the MTC and 

FANUC – can produce exceptionally well-rounded 

engineers that will go on to shape the future of 

British manufacturing.”

www.fanuc.eu/uk/en

Hexagon Announces 
Production Software 
Business
Hexagon’s Manufacturing 

Intelligence division have 

announced the formation 

of its Production Software 

business, comprising Vero 

Software, FASys and SPRING 

Technologies. The move, which 

sees the three acquisitions 

adopting Hexagon’s corporate 

identity, reflects Hexagon’s 

broadening expertise in the production technology 

space. 

Hexagon acquired Vero Software, a specialist in CAD CAM 

software, in 2014 and has continued to expand and diversify 

its offering. The 2017 acquisition of FASys brought tooling and 

resource management software and shop-floor automation and 

integration expertise into the portfolio. SPRING Technologies, 

acquired in 2018, provides CNC simulation technology for G-code 

verification and workflow optimisation. Combining components of 

this rich portfolio of technology, Hexagon has already utilised this 

expertise to develop solutions for reverse engineering and on-

machine measurement.

“Over the last five years our available technology and solutions 

have evolved considerably from the CAD CAM heritage of Vero,” 

explains Steve Sivitter, CEO of the Production Software business. 

“We’re increasingly focused on developing product synergies 

that will help customers improve quality and productivity. Our 

technology experts from Vero, FASys and SPRING have been 

working very closely together for some time, so operating together 

as a single entity is a natural step for us. We’re all excited at the 

prospect of what’s possible now creating innovative manufacturing 

intelligence solutions in the production software space.”

Norbert Hanke, President of Hexagon’s Manufacturing 

Intelligence division, adds: “The formation of the Production 

Software business complements our design and engineering and 

metrology businesses, enabling us to build unique solutions for 

our customers in manufacturing. As we develop this approach 

further, our experience of leveraging data from all phases of 

the manufacturing process will help create the Autonomous 

Connected Ecosystems (ACE) that will enable Smart Factories.”

www.hexagonmi.com

Motion control specialist 
appointed as sole UK distributor
Emolice, has been appointed as the sole UK and Ireland distributor for the 

Servotronix motion controller, servo and stepper motors and servo drives 

range.

The addition boosts the existing line of products offered by Emolice for industrial 

automation, process and control applications.  They have developed a range of 

partnerships that can deliver complete position and motion control solutions to 

customers across the UK and Ireland. The new sole UK and Ireland distributor 

agreement with Servotronix GmbH adds products such as the recently launched single 

axis CDHD2 and the dual axis DDHD to Emolice’s offering. 

“Adding the Servotronix range to our distribution partnerships completes our motion and 

drives product offering,” Emily Quinn, Marketing Manager at Emolice said. “Servotronix 

aligns with our overall goal of providing cost-effective, high-performance products to 

our customers and makes the perfect addition to our existing partnerships.”

www.emolice.com 

Investment Continues at ITC
With a trajectory of continual growth, Industrial Tooling Corporation (ITC) 

has now invested in two more grinding centres to increase its capacity for 

cutting tool production. The Tamworth cutting tool specialist has taken 

delivery of a new Walter Helitronic Power 24kW spindle with an Eco Loader, 

which is being followed by an Anca MX7 Linear that is set for installation 

early in 2019.

The new Walter Helitronic 5-axis CNC Grinder will complement the company’s existing 

23 machines and it will mainly be used for manufacturing high-quality cutting tools 

from 12mm and above. The new arrival will enable ITC to react even faster and more 

efficiently to the growing customer requirements for high specification tooling solutions. 

As the 17th Walter machine installed in the last 18 years, the new addition emphasises 

ITC’s strategy to continually invest in the very latest technology. 

www.itc-ltd.co.uk

New PTC partnership 
connects UK businesses
Novotek UK and Ireland has partnered 

with industrial software provider PTC 

to provide its ThingWorx platform to UK 

businesses.

 The PTC partnership will extend Novotek’s 

Industrial Internet of Things (IIoT) technology 

offering and will help businesses in the UK’s 

manufacturing and energy sector improve 

their system effectiveness, efficiency and 

connectivity.

ThingWorx is an IIoT platform that allows plant 

and utilities managers to unify the stream 

data from industrial equipment and systems 

in a single location. This allows businesses 

to not only monitor and optimise activity, but 

also to easily develop IIoT applications suited 

to the needs of their plant, without requiring 

programming experience.

ThingWorx will complement Novotek’s already 

extensive IIoT offerings, adding a scalable 

platform that provides UK businesses with 

edge computing functionality and enhanced 

asset uptime. 

www.novotek.com/uk/

IDNewsID News
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Elesa announce standard machine 
components for 2019
Elesa are pleased to announce their 

continually expanding range of high quality 

machine components. 

Ex-stock and made in Italy are worthwhile claims 

for components such as handwheels, handles, 

clamping knobs, position indicators, knobs, latches, 

hinges, castors and levelling feet – for the economic 

importance of rapid delivery and the level of design 

style Elesa offer.

For 2019 Elesa continue to expand their own range 

with items in high grade plastics such as the recently 

introduced rack and gear range, EHEDG certified 

products and their Elecolours variety option. 

We expect to see many new Elesa items in 2019 

available in more than 60 counties (and increasing) 

worldwide supporting global developments in the 

“new” industries of renewable energy and materials 

recycling which are increasingly partnering with 

manufacturing philosophies for energy and material 

conservation.

www.elesa.com 

CGTech to debut VERICUT Composites 
software at JEC
At the 2019 JEC Composites show, March 12-

14, 2019 at the Paris Nord Villepinte Exhibition 

Centre, CGTech will demonstrate how advanced 

programming strategies and simulation can 

lead to better composite parts. Throughout the 

show in Hall 5-Stand Q49, CGTech will also 

demonstrate Composites V8.1.2, the latest version 

of VERICUT Composite Programming (VCP) & 

VERICUT Composite Simulation (VCS).  CGTech’s 

Composites V8.1.2 release of VCP and VCS features 

a completely redefined Graphical User Interface 

(GUI), enhanced suite of programming and analysis 

tools, and redefined methodology through the use 

of the powerful new Laminate Manager. 

The aerospace industry continues to push for lighter, 

faster, and more cost-effective parts. To support 

these goals, VCP now puts more power into user’s 

hands. With more information available than ever 

before, part programmers can generate and export 

part statistics directly from VCP

www.cgtech.co.uk 

XYZ UMC-4+1 now available 
for demonstration

The first XYZ UMC-4+1 five-axis machining 

centre has arrived at the company’s 

headquarters in Burlescombe, Devon and 

is now available for demonstration. The 

machine features many of the key features 

of its sibling, the XYZ UMC-5X, but by 

focussing on 4+1 axis movements, rather 

than simultaneous five axis machining, the 

machine cost has been reduced, making 

multi-facet, high-precision, machining 

available to a much wider customer base.

“Following the introduction and success of the UMC-

5X we had many conversations with customers 

who, while seeing the advantages of simultaneous 

five-axis movement, couldn’t justify the investment. 

This led directly to the creation of the UMC-4+1, 

which at a starting price of under £130,000, which 

is a saving of around £30,000 over the UMC-5X, 

providing a highly cost competitive entry into five-

axis machining for those not requiring simultaneous 

five-axis operation,” says Nigel Atherton, Managing 

Director, XYZ Machine Tools.

www.xyzmachinetools.com

FAD-Free Technology Revolutionising 
Metalworking Industry
Many metalworking fluids have traditionally 

relied on formaldehyde donating (FAD) 

biocide tech-nology to offer equipment the 

best possible machine sump life. However, 

under new legislation which came into 

effect on December 1, any product which 

incorporates over 1000 ppm of a FAD 

containing biocide will need to be labelled 

as a carcinogenic product.

In response, FUCHS Lubricants has developed 

a new range of ECOCOOL products which do 

not rely on FAD technology and therefore do 

not require the carcinogenic labelling – and 

yet they still maintain very strong performance. 

FUCHS’ largest customers moved over to the 

new technology prior to the December deadline 

– and have reported improved tool life, improved 

cleanliness and excellent equipment sump life.

Alex Holmes, UK Industrial Product Manager at 

FUCHS Lubricants, said: “The creation of the new 

metalworking products free of FAD-containing 

biocides is a notable chemistry achievement 

by our R&D teams. “They have overcome the 

significant challenges in creating these products 

by using sophisticated techniques, creating 

lubricants which are not only safer to use, but in 

many cases also perform better.”

ECOCOOL ULTRALIFE A+, the flagship product of 

the new range, is a high performance, 

semi-synthetic, water soluble cutting fluid series 

developed with customers’ requirements in mind. 

Created to meet the challenges in balancing 

lubricity, cooling and corrosion protection 

during use, even under the toughest machining 

operations. Helping to achieve new heights in 

uptime, produc-tivity and cost savings. It has also 

been designed to offer a longer service life, lower 

maintenance requirements and reduced disposal 

costs. 

FUCHS in-house expertise has allowed testing 

to be carried out on ECOCOOL ULTRALIFE 

A+ in comparison to competitor products, 

demonstrating that it outperforms these products 

on major performance indicators. During highly 

sensitive tapping torque testing carried out 

in FUCHS’ new R&D laboratory, ECOCOOL 

ULTRALIFE A+ showed a 31% decrease in energy 

required to form a tapped hole compared to the 

equivalent competitor product on the same metal. 

Performance can be achieved in machining a 

variety of materials, including cast iron, stainless, 

Duplex and Super Duplex steels, titanium and its 

alloys and aerospace aluminium, along with the 

more widely used automotive aluminium alloys. 

FUCHS’ FAD-free chemistry has been developed 

to provide excellent levels of lubricity, cooling and 

corrosion protection.

www.fuchs.com/uk

Renishaw becomes 
official partner of Cardiff 
Blues Community 
Foundation

To continue the success of Renishaw’s 

education outreach programme, the 

global engineering company has 

become an official partner of the Cardiff 

Blues Community Foundation. The three-

year partnership will see the Guinness 

PRO14 rugby club’s community 

team deliver a new secondary school 

programme to raise the aspirations of 

year 8 and 9 pupils in the local area.

The programme is already being piloted in six 

schools in the Cardiff region, where over 100 

children are already taking part. As part of 

the partnership, Renishaw also sponsors the 

Cardiff Blues Ladies Team and has supported 

a Girl’s Rookie Rugby Day for over 600 people 

at the Cardiff City House of Sport Air Dome 

and a Girls Elite Camp at the club’s Vale 

training base. The Wales international scrum-

half Tomos Williams and Blues Ladies’ flanker 

Kira Philpott also act as brand ambassadors for 

Renishaw.

The partnership reinforces the work of 

Renishaw’s education outreach programme, 

which it runs to inspire young people in South 

Wales, Bristol and Gloucestershire to consider 

engineering as a possible future career option. 

As part of this, Renishaw works with a number 

of partners, as well as running workshops, 

activities and events in-house.  

www.renishaw.com/education

Centenary catalogue from 
Lee Spring

Lee Spring’s new Centenary Catalogue issue 25 

includes a full new section of DIN-Plus parts 2 and 

1 compression springs. This extensive 525 series of 

new parts in end-closed passivated stainless steel 

wire, or end-squared and ground plated spring 

steel, provides manufacturers with a welcome 

resource for rapid delivery of standard parts, as 

well as a springboard for specification of custom 

units to suit those slightly different installations.  Lee 

Spring’s hundred-year history is built on a customer 

service ethic which directs product design and 

supply today. 

www.leespring.co.uk
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Predictions for manufacturing: 
Industrial trends for 2019

Industry 4.0, the Fourth Industrial Revolution or the Industrial Internet of Things (IIoT). 

Regardless of the phrase used to describe digitalization in manufacturing, there’s no denying 

that a shift has already taken place. But, is the age of industrial buzzwords coming to a 

grinding halt? Stefan Reuther, Chief Sales Officer at COPA-DATA, gives his three predictions 

for industrial automation in 2019 — no buzzwords included. 

‘Industry 4.0’ in practice

Manufacturers have long felt the pressure to 

invest in new technologies. In the so-called age of 

Industry 4.0, this pressure has been heightened 

by an influx of products and initiatives, all claiming 

to help manufacturers digitize their operations. 

Unfortunately, some of these schemes are 

nothing more than a waste of money.

Don’t get me wrong, there is certainly value in 

investing in technology to enable digitalization in 

factories’ practices. However, rushed approaches 

have led to some manufacturers making 

haphazard investments. For example, some have 

delegated digitalization to third parties and as a 

result, are not in charge of their own automation.

Before embarking on a digitalization scheme, 

manufacturers should first examine which 

technology is practical to their facility. A good 

place to begin is to listen to the people on the 

factory floor. Understanding how technology 

can practically help workers can ensure that 

investments are pragmatic. 

Another thing to consider is simplicity, by reducing 

complexity of processes and gaining a clearer 

overview and full control. Manufacturers should 

choose technology that is easy to understand, 

implement and scale up in the future. Looking 

forward to 2019, digitalization should be 

approached in a more practical manner — a 

steady, incremental transformation is better than 

a failed one. 

Less data hoarding, more data use

Software is another area that has been 

constantly hallmarked as a method to speed 

up manufacturing digitalization. However, 

before investing in software for data collection, 

manufacturers should begin implementing 

a coherent data strategy. Rather than simply 

collecting and storing data, manufacturers must 

identify the results that they want to achieve and 

decide how data can help them to meet these 

business objectives. 

Consider this as an example. Let’s say a 

manufacturer wants to improve return on 

investment (ROI) in the facility by reducing the 

amount of materials wasted from production. To 

identify areas of improvement, manufacturers 

would need to collect production data and 

compare this with data from Enterprise Resource 

Planning (ERP).

Without a pre-determined strategy like this, 

manufacturers run the risk of simply collecting and 

storing hordes of data. There’s no value in data if it 

is left to gather dust. Over the next twelve months, 

we hope to see data strategies become an integral 

part of manufacturing. That said, data strategies 

are only comprehensible when using the correct 

software.

The software evolution 

Recent years have seen a shift in the amount of 

investment manufacturers assign to software. 

Traditionally, hardware would have received 

the largest bulk of cash, but this is beginning to 

change — particularly as more advanced software 

platforms emerge. 

Software for manufacturing facilities is no longer 

limited to Manufacturing Execution Systems 

(MES) and Supervisory Control and Data 

Acquisition (SCADA). The realm of industrial 

software is experiencing a convergence of IT 

and operational technologies (OT), giving birth 

to new platforms which integrate a plethora of 

different areas — including enterprise data from 

the corporate level, through to field and process 

level automation. 

While this may sound more complicated than 

traditional systems, these platforms often boast 

better design, visualization, calculation logic and 

ergonomics than their predecessors. This makes 

the operation of systems safer, simpler and more 

transparent. 

I might have promised no buzzwords, but software 

is the driver of what is so commonly referred to as 

Industry 4.0. As a result, it is no surprise that we 

are likely to see increased investment in integrated 

platforms like these over the next twelve months. 

The age of conceptualizing the possibilities of 

manufacturing digitalization is over. During the 

next twelve months, the products and initiatives 

hailed as ways to transform manufacturing 

facilities will finally be put to practical use. 

www.copadata.com
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Be brave

That’s why it was refreshing to see a more realistic 

view of the impact of automation presented in a 

recent episode of Dr Who. 

The Doctor and her companions visited a 

futuristic version of a warehouse and distribution 

centre and found that nearly the entire workforce 

consisted of humanoid robots, with humans 

making up just ten per cent of the staff.

As you can imagine, the programme was 

addressing the creeping, and wholly irrational, 

fear that ‘robots will take our jobs’. It was an 

analysis of the mass automation anxiety we are 

seeing in the UK and Europe, embodied perfectly 

when one of the characters, Dan, said, “whilst 

we were busy staring at our phones, technology 

went and nicked our jobs.”  

But there was a rational voice. As the programme 

concluded, the Doctor said, “The systems aren’t 

the problem. How people use and exploit the 

system, that’s the problem...”  

We have similar rational voices in industry. 

For example, last year, the UK Government 

published Made Smarter, a review of I4.0 in the 

UK, which brought together executives from 

companies such as IBM, GKN, Rolls Royce, and 

SIEMENS. The report estimated that Intelligent 

Digital Technologies (IDTs) could create a net 

175,000 jobs and boost industrial production by 

25 per cent. 

At Beckhoff we naturally have an interest in 

making IDT, as well as technology in the wider 

automation arena, as accessible and profitable 

as possible for industry. Our TwinCat automation 

software suite helps do this by delivering 

a single platform for multiple automation 

applications, from robotics and vision through to 

Programmable Logic Controllers (PLCs), motion 

control and Human Machine Interfaces (HMIs).

This delivers multiple benefits, including 

eliminating the additional CPU that would 

normally be required for robot control in some 

applications, reducing engineering costs 

and improving performance and accuracy 

by reducing, or eliminating, the need for 

communication between multiple CPUs. 

The robot tax

One of the key economic concepts for 

government to iron out before IDT can deliver 

that performance, is the contributory capacity 

that robots, automation and AI fulfil in the overall 

economy. 

Clearly, robots fulfil a production role by 

contributing to the manufacture of a product 

in the same way a person would. Similarly, 

automation equipment can speed up the delivery 

of a sale by making a process faster. At present 

though, machinery, including robots, don’t have 

a legal fiscal capacity, and thus don’t pay tax, 

even when it replaces a human worker. 

In fact, many of the technologies that are 

considered to be robots and are used in industry 

actually attract significant tax benefits, not least 

the capital allowances their purchase creates for 

the business that buys them. 

The core question is, how should business 

contribute to the provision of a universal basic 

income, in the absence of human workers paying 

national insurance and income tax? 

There is also a question of what exactly AI is 

and where the line is drawn between AI and the 

result of an algorithm. This point has historically 

been clear in engineering, but the convergence 

of IT and engineering, and the marketing of the 

resultant products and services, has blurred the 

question significantly. 

Given that a robot or AI can also not own a patent, 

invention or any kind of intellectual property, 

there are serious questions about whether 

assigning it fiscal capacity could be a move that 

comes without very significant red tape. Would 

an AI with fiscal capacity operating in tandem 

with a plant management system be able to own 

the financial results of a process improvement 

for instance? 

Right now, that question is nothing more than 

rhetoric, but with global governments genuinely 

considering a Universal Basic Income, it will one 

day become valid.  

“Automation will change work and if it leads to 

fewer people in the workforce, governments will 

need other ways to raise taxes just to fund existing 

services, let alone rising welfare demands,” 

explained David Fagan, adjunct professor of 

business at QUT (Queensland University of 

Technology). “A robot tax is worth a really close 

look but not if it stifles investment in innovation 

that can create more and different jobs.”

The key point is that automation and IDT will 

change work, not necessarily reduce the 

requirement for human labour. Indeed, if we 

believe Made Smarter, it will have a net positive 

effect on employment, at least in the United 

Kingdom. 

Human workers may only make up ten per cent 

of the work force in Dr Who’s dystopian vision 

of the future, but in the foreseeable reality, 

automation will be making jobs for people, not 

just taking them.

It’s a brave new world. Industrial automation and robotics are wiping out jobs across the 
board, swathes of people are roaming the streets unemployed and food is being rationed 
by an artificial intelligence, which decides how much to give them based on its perceived 
view of their value to society. Or at least that’s what popular culture and national news 
media would have us believe.

www.beckhoff.com
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3D printing: The future of aircraft
3D printing, or additive manufacturing, is not a new concept. First conceived in the late 1980s, it’s only in recent years 

that it has taken flight. Additive manufacturing is used in daily life, but developments are making it more accessible 

for other industries to use the technology, including aviation. Here, Benjamin Stafford, materials science expert at 

materials search engine Matmatch, explores the future relationship of aviation and additive manufacturing.

In 2018, German airline Lufthansa announced 

it was exploring additive manufacturing for 

aviation, having opened a specialist facility 

with Oerlikon to develop products suitable for 

production. 

Traditionally aircraft parts have been machined 

from metal blocks, often from titanium. 

Machining parts in this way creates a lot of waste 

material and also limits the geometry of the part 

it is possible to create. 3D printing enables the 

manufacture of the same parts while vastly 

reducing the waste material. 

Additionally, it makes completely new geometries 

possible. Using topology optimisation, novel 

designs can be printed in which the weight of 

the part can be reduced without compromising 

and sometimes even enhancing its mechanical 

properties. 

There are other benefits to using 3D printing, 

such as the strain on resources being eased by 

creating a digital design that is then carried out 

by a toolless machine. This means that the time 

spent designing, deliberating and developing is 

significantly shortened.

Fuel consumption and CO2 emissions are 

reduced through 3D printing, due to the lighter 

weight of the parts. However, despite the benefits 

and savings of time and money, there must be 

confidence in the products and safety features 

from both industry bodies and customers. 

Regulations and standards must be met by the 

industry bodies for production and usage of 3D 

printed aircraft components to be considered. 

For example, regulations in the UK set by the 

civil aviation authority (CAA), detailed in CAP733, 

state that aircrafts being constructed may be 

subject to examinations from an authorised 

popular flying association (PFA) inspector to 

monitor the build. The inspector will also conduct 

final inspections before flight testing, including 

mass and balance checks.

If the aircraft passes the assessment, it will then be 

granted a certificate of airworthiness that attests 

to the CAA being satisfied with the workmanship 

and materials used for construction. 

Materials are a key component in the creation 

of an aircraft, as the weight and composition of 

the materials make a significant difference to 

the performance and efficiency of the aircraft. 

3D printing is becoming possible with ever more 

materials, including steel, aluminium, titanium, 

various polymers, ceramics and even carbon. 

When choosing these materials, it is critical that 

design engineers choose the right material that 

meets regulation and is compatible with the 

necessary manufacturing processes.

Fortunately, aviation design engineers can 

use Matmatch to specify and source the right 

material for their project. Matmatch is a materials 

search engine facilitating the search and 

comparison of over 80,000 materials, including 

technical information about their composition 

and characteristics. 

In addition to Lufthansa, Boeing and Airbus 

are utilising 3D printing, with both businesses 

using AM to produce parts and pieces. In fact, 

over 20,000 parts on Boeing jets are currently 

created using the technology.  

Additive manufacturing and aviation will continue 

to work together as new composites and 

technologies are tested and developed to shape 

the future of aviation. From the commitment and 

interest in the two industries working together, it 

is most certainly a partnership that will take off. 

If you want to experiment with the 
materials you use for your products, 
browse Matmatch’s free online database 
of more than 80,000 materials at 
https://matmatch.com. 
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Getting a Grip on Clamping 
With Additive Manufacturing

The onset of miniaturisation is becoming more prominent in industry and the respective machining 

applications and production processes. This pattern is naturally seeing the necessity for clamping 

chucks to become smaller, more precise and more powerful. As these requirements cannot be met 

with conventional manufacturing, MAPAL is a cutting tool manufacturer leading the way by using 

additive manufacturing by selective laser melting to produce chucks and tool holders. 

Whether in electrical engineering, medical technology, the aerospace, 

watch or robotics industries – many products are becoming ever smaller, 

smarter, more user-friendly and more powerful. The topic of space is 

therefore crucial, especially in the production halls of manufacturing 

companies and also in the area of clamping technology. 

 

Perfect radial run-out and optimum balancing value

The radial run-out accuracy of clamping chucks for a chip thickness in the 

range of a few thousandths of a millimeter must be almost zero. This is 

the only way to achieve good surfaces at maximum spindle speeds with a 

long tool life. In addition, it must be ensured that any contamination due to 

micro-particles is excluded. Another important topic for machining in the 

miniature sector is the supply of coolant lubricant. Too much cutting fluid 

means complex downstream part cleaning and too little or no cooling leads 

to a loss in quality and productivity.

 

Furthermore, the smaller the tool and clamping chuck, the easier handling 

must be. This is because with each reduction in size, the handling of external 

peripheral devices becomes ever more complicated and difficult. With 

shrink or collet technology, it also takes considerably longer for the tools 

to be ready for use. In the case of multi-part attachments, the individual 

deviations of the components also add up to a considerable error chain.

 

Additive manufacturing by selective laser melting

At MAPAL, additive manufacturing by selective laser melting is now used 

in all product areas. This is particularly the case in all situations where 

additively manufactured products can offer clear added value for the 

customer. Thanks to this innovative manufacturing process, MAPAL has 

succeeded in manufacturing clamping chucks in miniature format with the 

HSK-E25 connection for direct clamping of tools with a diameter of 3mm 

whilst meeting the challenging criteria mentioned above.

 

The smallest clamping chucks with the best properties

In order to guarantee radial run-out accuracy, the clamping technology 

specialists have integrated innovative clamping chamber systems into the 

new clamping chucks that fit snugly against the tool shank. They 

are equipped with dirt grooves to displace microscopic particles. 

The required balancing value is guaranteed thanks to internal 

balancing geometries including support structures that also 

optimise the weight and strength distribution. Overall, the small 

format chucks can achieve a more homogeneous and spindle-

friendly acceleration and deceleration for the entire tool system 

that consists of the clamping chuck and cutting tool.

 

Thanks to additive manufacturing, MAPAL has succeeded in 

equipping the clamping chucks for the miniature sector with 

decentralised coolant outlets. Using parameters such as coolant 

pressure, setting dimensions and spindle speed, these optimised 

outlets are designed in such a way that they convey the lubricant 

directly to the cutting point.  

 

Very easy handling without peripheral devices

The new small format clamping chucks from MAPAL enable 

simple and quick clamping of the tool with no training courses, 

high re-tooling costs or expensive peripheral devices required for 

implementation. This is because the hydraulic chucks are operated 

using a simple screw.

 

New possibilities – not only for tool clamping

The new small hydraulic chucks also open up new possibilities for 

workpiece clamping. For example, the external hydraulic clamping 

technology can be used for clamping hip joint balls. Specially 

shaped chip flutes inside the chuck and a special external geometry 

ensure that the balls are clamped very precisely and gently at the 

same time. In medical technology in particular, topics such as 

reproducible precision are of enormous importance. 

www.mapal.com

www.kasto.com

Sawing machine company 
joins NextGenAM project
Sawing machine manufacturer Kasto is supporting the NextGenAM project, 

the aim of which is automation of industrial 3D printing to optimise workflow 

and cut costs for large scale production. The project initiators in 2017 were 

aerospace supplier Premium Aerotec, automotive manufacturer Daimler 

and EOS, a provider of industrial 3D printing systems. 

The focus is on introducing a high degree of automation upstream and 

downstream of the actual construction process, which accounts for 

only about 30 percent of manufacturing cost. The aim of the project is 

the development of a complete system for the production of aluminium 

components for the automotive and aerospace industries. 

The innovative KASTOwin amc sawing technology impressed the project 

partners with its ability to perform component separation reliably and 

efficiently. The automatic machine is designed specifically for separating 

additively manufactured components from their build platform by inverting 

them and sawing horizontally so that they fall into a container.

Cutting range of the saw is 400 mm x 400 mm and the electromechanical 

servo motor blade feed is infinitely adjustable. A frequency-controlled 

spur-gear drive enables blade speed to be selected between 12 and 150 

m/min. The heavy, torsion-resistant, welded construction with its optimised 

ribbing ensures smooth running and reduced vibration. The machine is 

fully enclosed, protecting the ambient air from tiny particles produced by 

cutting additively-manufactured components. Optionally, an extraction 

system can be connected.

A KASTOwin amc is being used in the Technology Centre in Varel 

(TZV), Germany, where the first NextGenAM automated pilot plant 

for industrial 3D printing, post-processing and quality assurance was 

recently commissioned. The centre, inaugurated in 2011, brings together 

researchers and users to develop techniques for processing metallic 

materials.
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Renishaw expands European 
reach of AM Solutions Centres

To accelerate the adoption of laser powder bed fusion for series production 

applications, engineering company Renishaw has expanded its global network of 

additive manufacturing (AM) Solutions Centres. New facilities in Barcelona, Spain 

and Torino, Italy are now operational to allow local companies to access Renishaw’s 

equipment and expertise at a fixed and predictable cost.

Launched in 2016, Renishaw’s Solutions Centres 

enable businesses a secure development 

environment to build their knowledge and 

confidence using AM technology. The facilities 

are equipped with the latest AM systems, 

including Renishaw’s multi-laser machines, 

alongside all the metrology, finishing and 

machining equipment required to make a 

functional part. 

Users of Renishaw’s Solutions Centres run 

projects to build their knowledge of the AM 

process, understand the product performance 

impact and assess the capability and costs of 

the technology.  The centres are staffed by local 

AM specialists, who work closely with customers 

on the engineering projects. Renishaw offers 

support throughout the investigation and 

business case development process, so 

companies can optimise their designs and 

gain the required evidence to make investment 

decisions. 

“The Solutions Centres have proved to be a 

successful way for manufacturers to accelerate 

learning about this new technology,” explained 

Marc Saunders, Director of Global Solutions 

Centres at Renishaw. “Early users of the 

Solutions Centres, who have benefitted from 

accessing our facilities, are now deploying 

Renishaw’s multi-laser, productive additive 

manufacturing systems in their own facilities.

“We have opened the new facilities to be closer 

to our Spanish and Italian customers,” added 

Saunders. “By expanding the network, we are 

able to help more customers move forward on 

the journey to industrial AM.”

Renishaw has invested significantly in its 

subsidiary network, comprising of over 70 offices 

in 36 countries. It has recently expanded to new, 

larger locations in Barcelona, Spain and Torino, 

Italy, which has enabled the establishment of 

new Solutions Centres.

Renishaw now has AM Solutions Centres 

operational in India, Canada, America, 

China, Germany, the United Kingdom, 

Spain and Italy. For more information and 

to find your nearest Solutions Centres, visit: 

www.renishaw.com/solutionscentres. 
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Putting the brakes 
on inefficiency

Established in 1983 by engineer and sports car racer John Moore, Alcon Components Ltd initially 

made brakes for Audi Sport’s Group B Quattro rally cars. Today, the Tamworth company provides 

braking solutions such as discs, callipers, cylinders, valves, balance bars, pedal boxes, clutches 

and much more for the top echelons of motorsport and specialist markets – it is this reputation in 

motorsport that has led the company to OPEN MIND and its hyperMILL CAM software. 

Alcon Components design, manufacture and 

supply braking solutions to some of the world’s 

most prestigious brand that include Audi, 

Bentley, Brabus and Jaguar Land Rover. The 

company has products that can be found in 

anything as diverse as the extreme 900bhp/

tonne Ariel Atom 500 and the 225mph Noble 

M600 through to military vehicles, armoured 

SUV’s and anything in-between. To cope with 

the capacity demands of up to 500 discs a week, 

Alcon has recently invested in three new Doosan 

vertical turning centres for its disc machining 

line, which is yielding a 30 to 40% cycle time 

improvement. The new Doosan VTL’s follow a 

considerable investment in machining centres 

that include a Doosan Mynx 6500/50, a DMG 

MORI NHX 4000 and a Hermle C32U.

 

When it comes to machining brake callipers, a 

solid aluminium billet will go through a complete 

range of 5-axis machining cycles with four 

individual operations. Commenting upon this, 

Alcon Components, Mr Brian Cutler says: “The 

first operation will be a lot of roughing on a 

VMC, which is programmed with hyperMILL. 

We’ll then hold the callipers on their side and 

machine all the internal features on a 5-axis 

machine. Then, we flip it over again to finish the 

top faces and then it will be turned once more for 

the final operation, which is the machining of the 

precision piston bores.” Whereas many callipers 

may be small volumes or bespoke specialist 

products, the Company is also manufacturing 

over 100 callipers per week for a high-end sports 

car.

 

hyperMILL Creates Reliable Programming 

Environment

Referring particularly to the company’s 

investment in OPEN MIND Technologies leading 

hyperMILL CAM system, Alcon’s Adam Saweczko 

says: “The reason we moved from another 

CAM system to hyperMILL was the stability of 

the software. Since opting for OPEN MIND’s 

hyperMILL, there has been a huge improvement 

in performance and calculation times. It 

calculates the paths with greater speed and it is 

far more reliable than our previous system. Our 

previous CAM software was unreliable and it was 

crashing up to 6 times a day.”

 

“This crashing was due to the complexity 

and data requirements of the parts and the 

respective programs that we generate here at 

ALCON. The hyperMILL system is very flexible, 

it allows us to copy proven methods from one 

program to another and this saves us significant 

time. We can work with a number of windows 

open at the same time and this also reduces our 

programming times.” 

Referring to the hyperMILL tool library, Mr 

Saweczko continues: “The tool library in 

hyperMILL allows us to store more detail than 

ever before. We can now store all the cutting 

data, the tooling suppliers and even the product 

codes. It now becomes the one-stop solution for 

our tool management data.”

Commenting upon the 5-axis credentials of 

hyperMILL, Mr Saweczko explains: “We find 

the 5-axis features of hyperMILL very easy to 

use. You no longer have to go into hundreds 

of different settings to get the job done. The 

parts we are making are quite complex, but 

hyperMILL has given us the ability to take existing 

programs and copy them over to hyperMILL. So, 

existing and proven cycles can be applied to the  

existing part.”

Mirroring Slashes Programming Times 

More Than 50% 

As a high-performance manufacturer of brakes, 

ALCON manufactures its automotive brakes in 

sets with left and right hand parts. Commenting 

on this, Mr Saweczko states: “Typically, you 

can say that hyperMILL can save 50% on 

programming times as it can be done instantly. 

This also saves time where we have parts that 

IDSoftware in Manufacturing
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are symmetrical to other parts we machine. We 

actually save a lot of time by programming one 

half of a part and just mirroring that part, so the 

next part is produced automatically.  The cutting 

conditions are respected also, meaning that if 

the one half is climb cutting, then the mirrored 

half would also climb cut.”

Confidently backing this statement, Brian 

Cutler adds: “In terms of improvements with 

hyperMILL, we’ve made some pretty big 

savings in programming times. I would say that 

a complex 5-axis calliper used to take upwards 

of four weeks to program with our previous 

CAM system; this is now less than 2 weeks with 

hyperMILL – at least a 50% saving. Producing 

brake callipers, we typically do a left and right 

hand calliper and the first side takes 3-4 weeks 

to program. Mirroring the first calliper would then 

take up to another additional week. The mirroring 

function in hyperMILL is really impressive and 

enables us to produce the opposite mirrored 

part in less than half a day.”

 

The feature recognition package has also been 

a major benefit for the high-performance brake 

manufacturer. As Mr Saweczko states: “The 

feature recognition package looks at the features 

of your part and automatically recognises the 

feature. For example, we have an M4 tap and to 

conduct that operation we will need a tapping 

cycle, a drill and maybe even a countersink 

operation. hyperMILL’s feature recognition 

will automatically recognise the task at hand 

and apply the correct tools and machining 

procedure.”

 

Alluding to the benefits of purchasing hyperMILL, 

Mr Saweczko says: “We are very pleased that 

we have moved over to hyperMILL from another 

CAM suite. It has not only improved the product 

quality and surface finishes, it has also improved 

the working environment because our staff are 

not as frustrated as before. This is because the 

software is more reliable and easier to work 

with.”

www.openmind-tech.com
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Harmonizing Vending Systems 
with Industry 4.0

New vending and vending-related solutions, inspired in part by Industry 4.0, 

have been popping up on the horizon recently, with a shared aim to provide 

manufacturers with better and leaner ways to manage and dispense items 

to the shop floor.

Here is an overview of some of the options that 

are harnessing the most relevant and exciting 

Industry 4.0-inspired developments to maximize 

- and harmonize - production efficiency.

Compact Smart Vending

Big bulky machines have their place, but they 

will never be fully point of use, or provide the 

smart manufacturing cell with its own autonomy. 

Some suppliers offer bench top units which are 

compact in size but pack a punch well above 

their weight when it comes to features. They 

typically offer a full software suite and provide 

100% control and accountability per bin or 

per individual item. This makes them ideal for 

the modern shop floor, where the machining 

process and selection of cutting tools cannot be 

compromised.

Mobility

This has been one of the catch words of the last 

decade or so. Today we take it for granted that 

our office, social activities and more sit in our 

pocket. Users expect to be able to transact and 

track tool crib activity on the go. A new generation 

of Android based hand-held devices – each one 

loaded with a rich menu of reports and data 

presented in a mobile friendly format –  allows 

users to see what’s happening. These devices 

can be a full substitute for those old cumbersome 

Windows CE hand-held devices that you needed 

to lug around to issue items from stock in your 

warehouse or tool room. You can be sure that 

the UI is what you’d expect of a modern Android 

based app, with a clear uncluttered interface 

that gives you just enough of the information 

you need to promptly and easily carry out day to 

day transactions. And there’s some more good 

news – the Android devices are usually a fraction 

of what you used to pay for the older Windows 

based systems. There are also some great 

devices out there that combine a professional 

2D scanner within a rugged hand-held device 

that sit comfortably in the palm of your hand, 

supported by convenient accessories, like a 

trigger for heavy duty scanning.

IoT – the Internet of Things

Some unique ideas have surfaced that bring the 

Internet of Things to the shop floor in a manner 

that doesn’t require complicated and expensive 

installation, or subscription fees that can virtually 

break the bank. 

One such innovation is the integration of real 

time location systems – or RLTS -  into a host of 

production assets that tend to be very nomadic, 

such as gauges, fixtures, measuring devices, 

test equipment and more. Knowing where they 

hide out can save money by lowering capital 

investment and reducing 

downtime. There are different 

technologies out there, 

using RFID (passive) and 

BLE (active Bluetooth low 

energy). The trick with all this 

stuff is to make it simple to 

use and focused on what the 

end user really needs. Flashy 

dashboards with tons of 

graphs and analytics look great, but it’s usually 

just a simple location ID that allows the user to 

quickly locate an asset. Accuracy can be affected 

by the physical environment, and where and how 

many gateways are deployed to receive data 

transmissions. However, knowing the general 

position, within a meter or so, will normally 

be enough, and the current technologies can 

deliver on this. Metrics that log and analyze 

location history allow for greater optimization in 

the use of production assets for further indirect 

cost savings.

Smart Manufacturing

RFID chips on tooling and adapters can be loaded 

with tool assembly and other production data to 

allow for an error-free experience at the point 

of use. Tooling is placed in a modular housing 

where the chip data is read and transmitted to 

the tool management software, which then limits 

vending to tools which have been authorized for 

the job. The cost of using the wrong tool can be 

exorbitant and lead to scrapped parts, delayed 

orders and risks compromising the reputation 

of the manufacturer. In aerospace, for example, 

eliminating the risk of using the wrong tool is 

mandatory and non-negotiable. Where the 

bill of materials is fixed, this technology will be 

extremely useful. 

Cloud Tool and Data Management

Several companies already offer cloud-based 

applications to find, select and assemble 

the right tools for the job. Many cutting tool 

manufacturers develop and offer their own digital 

catalogs and tool selection apps. Integrating all 

of these with job planning and vending platforms 

makes sense. When creating the job, you want to 

know the most basic of things – is my preferred 

tool in stock? And, can I reserve it, so it won’t 

be used for another job in the meantime? Some 

vending systems offer this important integration. 

Real-Time Data Analysis

Pulling it all together with advanced reporting 

options, analytics and customization is essential 

for targeted and efficient navigation through the 

huge quantities of data that a vending system 

can generate. This includes thousands of SKU’s, 

hundreds of thousands of transactions, multiple 

users, cost centers, logistics parameters and 

more. Mining out what you need and calculating 

the performance metrics will make all the 

difference between staying ahead or drowning 

in all that data.

What’s next

The above innovations already provide us with 

tangible advances, bridging the gap between the 

past and the future smart factory -  where AGV’s, 

artificial intelligence and robotics will probably 

deliver tools to the point of use just in time.

By Raoul Rapke, Director CTMS, IMC Group

www.iscar.com
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Reshaping Manufacturing Businesses 
The WIDIA NOVO digital process planning system 

is continually reinventing manufacturing methods 

with its rapid evolution that sees WIDIA adding 

new elements to enrich content and continue 

streamlining machine shop processes. 

Available in the UK through Industrial Tooling 

Corporation (ITC), the WIDIA NOVO technology 

can supply a quick quote turnaround on modified 

standards of solid drills. Recently added to the 

NOVO platform is the quoting of modified drill 

sizes and an improved search engine and 

channel connections. “In minutes, NOVO can 

supply a quick quote turnaround on modified 

standards of solid drills. We’re continually 

adding new internal support systems that make 

finding the right tool even easier. Just tell us what 

you’re looking for and NOVO can quote it, with 

expected delivery – fast,” says Katie Richardson, 

NOVO Director of Program Management.

 “We’re always working to improve 

our search engine. We took the 

ranking function of NOVO Advise and applied it to 

our Product Search so that NOVO can now rank 

the hundreds of turning inserts by performance 

and value that fit your tool holder. Machine shops 

can quickly choose the most effective tooling 

package based on performance, availability, 

price or whatever parameters they choose,” 

Richardson adds. 

 

NOVO combines tens of thousands of tools with 

90 years of process knowledge into a powerful, 

cloud-enabled digital knowledge stream that 

interfaces with CAM packages, pre-setters and 

a growing number of technology providers. 

Responding to user questions, NOVO defines 

machining sequences, selects and ranks the 

best tools, builds tool assemblies, downloads 

CAD graphic models for simulations and process 

planning and also obtains application parameters 

including speed and feed recommendations and 

inventory availability - all in minutes.

www.itc-ltd.co.uk

Flexibility with Extended 
Interchangeable Tooling Line 
The impressive series of W&F Micro 

interchangeable tooling from Floyd 

Automatic has now been extended with 

the arrival of new quick change insert 

holders and innovative new collet holders. 

The impressive tooling system provides 

a versatile, quick change solution that 

retains precision to 0.002mm. 

The W&F Micro Series utilises ‘Face & Taper’ 

contact technology to guarantee precision 

repeatability of 0.002mm whilst giving the end 

user a remarkably fast tool change, which is 

ideal for pre-set tooling systems. The tool holder 

of the W&F Micro range remains in the machine 

whilst the head can be rapidly removed with a 

single screw that enables the operator to change 

inserts outside the machine if desired. For more 

spacious machine tool work envelopes, the 

inserts can be changed quickly with a single 

screw that requires no further adjustments. 

This impressive technology has now been 

extended to allow the end user to rapidly 

interchange circular shank tools such as drills 

and end mills.  With a single screw that locates 

the interchangeable head in the tool holder, the 

W&F Micro system has an innovative 

design that delivers the highest 

possible stiffness, rigidity 

and precision. This 

is guaranteed by a patented cylindrical stabiliser 

design that permits precise insert changes with 

speed and confidence. 

www.floydautomatic.co.uk
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Goodwin accelerate
in-process checks

From large primary circuit reactor components 

standing at 4 metres in height and 5.5 metres in 

diameter, to machined and welded assemblies of 

up to 100,000kg in weight, Goodwin International 

is able to manufacture a multitude of large, 

high-specification components. In addition; the 

company also produces small speciality items 

such as non-return valves with a diameter of 

105mm, weighing just 3kg.

Working on a 3-shift pattern - 24 hours a day, 

7 days a week, Goodwin International’s 300 

strong workforce have access to more than £30 

million worth of high precision CNC machines. 

The company’s impressive plant list includes 

advanced, large capacity CNC milling and 

turning capabilities and the latest, multi axis 

machining centres.

Goodwin International is an established ISO 

9001 accredited business. The company’s 

continuous improvement system is used to 

constantly monitor all processes to ensure that 

maximum efficiency gains are achieved and 

to help guarantee the delivery of quality in all 

aspects of the business.

An extensive range of advanced quality control 

equipment is used for functions such as 

material verification, dimensional measurement 

and component performance confirmation. 

All production and inspection processes are 

managed through a comprehensive library of 

procedures that dictates the use of accurate 

inspection and testing processes.

As a result of the huge size and the demanding 

dimensional tolerances of many of its 

manufactured components, the company make 

use of one of the largest capacity Coordinate 

Measuring Machines (CMMs) in the UK. The 

impressive Gantry CMM has the ability to 

measure components of up to 5m x 3m x 2m (x, 

y, z). 

Given the problems associated with transporting 

large heavy workpieces to the company’s static 

CMM, to ensure that accurate dimensional 

inspection of components can be undertaken 

throughout the manufacturing process and to 

confirm that all components are manufactured 

to the standards demanded by its customers, 

the company use a range of advanced FARO 

portable CMMs with both tactile measurement 

and scanning capabilities to perform regular in-

process checks.

A growing order book and the increasing need 

for the scanning and dimensional inspection 

of large components and comparing them 

to CAD models, recently prompted Goodwin 

International to purchase a 4-metre version of 

FARO’s recently launched QuantumM FaroArm, 

used in combination with a FAROBlu Laser 

Line Probe HD (High Definition). The resulting 

FARO QuantumM ScanArm offers best-in-class 

scanning capabilities.

Goodwin International Quality Control Manager, 

Mark Woolmer explained. “Our advanced 

facilities allow us to manufacture components 

for a wide range of sectors including the 

nuclear, defence, oil and gas, power generation, 

aerospace and renewable industries. Our world 

class manufacturing facility, together with our 

wide range capabilities, enables us to deliver 

machined and fabricated components for 

projects such as new build and retrofit power 

plants. 

“Given the nature of the challenging sectors 

that we serve, we are able to demonstrate full 

traceability of our materials and processes 

and to provide detailed quality reports that are 

tailored to our client’s and their projects. To 

ensure that we meet the requirements stipulated 

to us for each project, meticulous inspection 

routines are undertaken throughout all stages of 

manufacture.

“Although we make use of a wide 

range of advanced inspection 

and testing equipment, our growing 

collection of portable FARO CMMs are 

particularly useful for carrying-out high-

precision, in-process dimensional inspection 

routines. Given the enormous size of many of the 

components that we produce, it helps that our 

FARO equipment has advanced, non-contact 

laser measuring capability and can carry out 

precise, in-depth inspection of the largest of our 

components.

“As our portable FARO CMMs are used for in-

process inspection on our shop floor, in addition 

to their accuracy and ease of use, it helps that 

they are extremely robust and able to make the 

required accurate dimensional checks quickly. 

This speed of use enables the work that has been 

carried out up to that time to be quickly verified 

and subsequent manufacturing processed to be 

immediately commenced.

“In addition to many other duties, my role 

includes ensuring that the company remain at 

the forefront of inspection related technology. 

As a requirement for another large capacity, 

portable CMM recently occurred, given my 

continuous search for improved ways of 

performing inspection tasks and procuring the 

best available quality control equipment, I began 

looking at suitable model. 

Operating from a, world class manufacturing facility located 
in the heart of Staffordshire, Goodwin International Ltd 
manufactures components for a wide range of demanding 
sectors including the nuclear, defence, oil and gas, power 
generation, aerospace and renewable industries.

IDQuality & MetrologyID Quality & Metrology
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“Although our FARO equipment continues to 

perform extremely well and we have received 

excellent service from FARO UK, as I was aware 

that other metrology manufacturers could have 

made progress in the field of portable CMMs, I 

did consider other brands. Having compared 

several similar options, I came to the conclusion 

that FARO’s 4 x meter QuantumM ScanArm 

was the ideal portable CMM for our needs. It 

shares many of the qualities of our existing FARO 

portable CMMs, although the new QuantumM 

ScanArm boasts the latest FAROBlu Laser Line 

Probe HD and delivers even faster scanning 

times. 

“As our new FARO portable CMM will be used 

throughout our production areas, it helps that 

the QuantumM is much lighter and easier to 

manoeuvre than our existing models. Also, as 

we have to wait for our current FARO portable 

CMMs to warm-up before use, it helps that the 

QuantumM needs no warm up time and is ready 

to use immediately after we turn it on.

“Now installed and fully operational, our new 

FARO QuantumM ScanArm is making an 

excellent contribution to our crucial inspection 

operations. Whereas in the past we needed to 

make several scanning passes to capture all of 

the required data related to a large component, 

the 4-metre FARO QuantumM ScanArm 

with FAROBlu Laser Line Probe HD is able to 

complete the same scanning routines in just 1 – 

2 passes. In-fact its speed and ease of operation 

means that, without compromising on accuracy, 

we have cut our scanning inspection times in 

half.”

Ideal for companies that want to maximize their 

manufacturing productivity, reduce scrap levels 

and improve their quality control functions, the 

QuantumM FaroArm is an advanced portable 

coordinate measuring machine (PCMM) that 

meets the most rigorous ISO 10360-12:2016 

measurement standard in the world, while 

the accuracy specifications for the complete 

Quantum FaroArm product line with FAROBlu 

are certified according to ISO 10360-8 for non-

contact CMMs.

The robust QuantumM FaroArm has been 

designed to withstand the harshest shop-floor 

environments and to deliver market-leading 

reliability and portability, along with plug-and-

play 3D laser scanning integration with optically 

superior FAROBlu™ technology. The use of 

this next generation of blue laser technology 

delivers unparalleled non-contact measurement 

capabilities, providing the highest fidelity point 

cloud data at high speed., It allows operators 

to seamlessly scan across diverse surface 

materials regardless of contrast, reflectivity or 

part complexity without any special coatings or 

target placement. 

Th QuantumM is easy to manoeuvre and is always 

ready to use as it requires no warm up time. 

This immediate availability ensures improved 

productivity in user’s inspection, design and 

manufacturing processes by enabling operators 

to work longer and more comfortably. 

The QuantumM enables continuous operation 

anywhere on the factory floor with industrial 

grade wireless connectivity and dual, hot 

swappable batteries that negate the need for 

external power.

www.faro.com
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Quality & Metrology

Quality for Magnetic 
Technology Experts

As leading experts in magnetic technology, Eclipse Magnetics 

manufactures a wide range of high performance magnetic 

materials, finished products, and magnetic assemblies, as well as 

a range of over 20,000 off-the-shelf standard magnetic products 

available in stock. Bowers Group has provided Eclipse Magnetics 

with a Baty SM350 FT2-E Profile Projector and Fusion Software 

for the accurate testing of tolerances on a range of magnets and 

magnetic components

The Baty Profile Projector has greatly improved 

Eclipse Magnetics’ quality inspection 

capabilities. As well as checking the tolerances 

of stock parts, Eclipse Magnetics regularly uses 

the profile projector to measure fundamental 

components that make up liquid filters; high 

intensity magnetic separators used in pressurised 

transfer lines for the food industry. One of the 

components regularly tested is a collar that fits 

onto a length of magnetic tubing. The precision 

and accuracy of this collar is imperative to the 

secure reinforcement of this tubing, and a key 

factor in the effective operation of the product. 

Tolerances are tight, and therefore, precision 

measurement is key. 

 

The Baty Profile Projector is also used to measure 

magnetic blocks and disks that are used as part 

of OEM magnetic assemblies for a variety of 

industries that typically require extremely strict 

tolerances. Ensuring precise sizing, traceable 

reporting, and tolerance conformity is, therefore, 

imperative. Customer demand for FAIR reports 

has also been satisfied with the Fusion Software, 

delivering a traceable reporting system that 

offers customers evidence of tolerance parts. 

 

Eclipse Magnetics Quality Engineer Paul 

Hampson said: “The Baty SM350 FT2-E Profile 

Projector has enabled us to 

measure complex shapes, radii and 

angles, which we have never had 

the capability to measure before. 

Although we have always been 

confident that our products are highly accurate 

and meet stated dimensions, the assurances 

we get from the Baty Profile Projector allow us to 

provide concrete evidence to our customers. In 

the unlikely event that discrepancies are raised, 

we can produce reports to show that we have 

met the highest quality standards.”

 

The accurate testing of tolerances on stock parts 

is a necessity for ensuring Eclipse Magnetics’ 

high quality standards. In addition, ensuring 

the tight tolerances of key components that 

make up Eclipse Magnetics’ products is not 

only imperative to the reliability, safety and 

operation of the products, it is also necessary to 

provide customers with assurances that quality 

standards are met and tolerances are proven. 

 

The readings obtained from the Baty SM350 

FT2-E  Profile Projector enables Eclipse 

Magnetics to prove to customers that 

components are within quoted tolerances. The 

addition of the Fusion Software to the profile 

projector also enables Eclipse Magnetics to 

generate graphical representations and instant 

detailed reports showing the feature name, 

nominal dimension, actual, error, upper and 

lower limits, including a green pass or red fail 

label for each measured dimension in tabulated 

format. Geometric tolerance details can also be 

displayed along with a thumbnail view of the part 

and batch/customer information, and the entire 

report can be duplicated as an Excel workbook 

for email purposes.

 

Paul Hampson continued: “The measurement 

accuracy of the profile projector is reliable and 

consistent. The unit is also very user friendly and 

requires minimal training. As a validating and 

checking tool it’s perfect for us; the accuracy it 

provides and is capable of achieving is absolutely 

outstanding.” 

www.eclipsemagnetics.com 
www.bowersgroup.co.uk



industrialdirector.com   -  February 2019  -   Page 37Page 36  -  February 2019  -  industrialdirector.com

Their unrivalled experience in F1 and WRC 

championship engine and transmission 

programs can be demonstrated by the fact that 

all 20 cars on the LMP2 grid at Le Mans in June 

2018 were using Gibson GK428 engines, cast by 

Grainger & Worrall.

However, motorsport is only one part of their 

expertise, as they offer clients extensive 

knowledge in Casting Design and Engineering, 

Tooling Design, Machining and Prototyping. 

Grainger & Worrall’s specialist prototype 

aluminium foundry approaches product 

development by adding value, delivering 

successful high integrity precision sand castings 

for automotive engines, aerospace components 

and other industrial markets. The world is 

demanding ever-lighter, ever more efficient 

means of propulsion, resulting in increased 

prototype demands and increased quality 

control requirements. To meet the demands of 

approximately 300 New Product Introductions 

including niche volume and motorsport supply 

annually, Grainger & Worrall recently purchased 

a Creaform HandySCAN 700 from Measurement 

Solutions.

Although already equipped with traditional gantry 

CMM’s (Co-ordinate Measuring Machines) 

advanced industrial CT scanning (Computed 

Tomography) and white light scanning systems, 

the increasing complexity and persistence to 

push the limits of possibility has driven a need 

for both increased capacity and capability. The 

requirement to spend time preparing surfaces 

of castings with powder spray, which has always 

been difficult with projected light scanners, all 

served to drive their decision to purchase the 

Creaform HandySCAN 700. David Lang, who 

was integral to the decision-making process, 

comments “The HandySCAN ticks many boxes 

for us. Not requiring powder spray is an obvious 

benefit in terms of time savings, both before 

and after scanning. We were spending several 

thousand pounds annually on spray, which is an 

inefficient and unnecessary cost, and add to that 

the associated costs incurred during the ‘shot 

blasting’ process to clean the castings after 

scanning”.

The HandySCAN 700 utilises 14 red laser lines 

which offers a large field of view and a capability 

to capture data extremely fast. Mr. Lang 

continues, “After testing the HandySCAN it was 

obvious to us the 14 laser lines feature allowed 

for very fast data capture, with the addition of 

a single laser line to capture areas within deep 

pockets. We also found the HandySCAN to be 

of high accuracy and comparable to our existing 

equipment”.

In house quality management ensures the 

effective design of processes which verify the 

customer’s needs. This has helped to ensure 

that Grainger & Worrall are known globally as 

the leading supplier of prototyping services 

in structural Powertrain Components, and an 

exceptional supplier of Castings and Machining 

for Specialist Low Volume Cast components. It 

is these evolving processes that have provided 

Grainger & Worrall with opportunities to 

continually assess and upgrade their equipment 

needs.

As is often the case with new technologies, once 

in process, users get to explore the full benefits 

on offer. Mr. Lang adds “As we assessed the 

product further, additional benefits came to the 

forefront. The ability to scan with a ‘handheld’ 

portable solution was significant. The fact the 

HandySCAN and all accessories fit into a small 

carry case means it is quick and simple to take 

to the shop floor 

and start inspecting. 

Whether it be a large piece 

of tooling or a sand mould-

pack being assembled, we can now 

take the scanner on location, set-up and be 

finished within the hour. Before purchasing the 

HandySCAN this task would have been much 

more challenging and usually resulted in moving 

components to the Metrology room, which often 

was impracticable”.

As with any company constantly investing in new 

technology, the availability of training, system 

implementation and after sales support is a very 

significant part of any decision to purchase. 

Aftersales support has always been a huge part 

of Measurement Solutions DNA and a key to 

their success, having recently celebrated their 

20 Year Anniversary. Andy Warriner, Area Sales 

Manager for Measurement Solutions, comments 

“The team at Measurement Solutions provide a 

complete training course, ranging from two to 

four days depending upon the application, either 

inspection or reverse engineering. Additionally, 

we have Applications Engineers dedicated to 

Creaform products, who are always on hand to 

add further support if required after the initial 

training” 

Leading The Way
in Motorsport Innovations

If you speak to anybody from the world of motorsport about engines and 

transmissions, there is one name that is immediately associated with 

casting design and rapid prototyping - Grainger & Worrall. 

www.measurement-solutions.co.uk
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IDIndustrial DirectorMachine Tool Supplier

Aerospace manufacturer fuels 
further growth 

Middlesex Aerospace has committed to a 

seven-figure investment with long-term 

machine tool partner to support the continued 

expansion of the company following an 

extended period of success. 

Middlesex Aerospace is one of Britain’s leading 

tier-one suppliers of critical components and 

assemblies to major OEMs throughout the global 

aerospace market. The Basingstoke-based 

business currently employs 150 staff, including 

five apprentices, and the new investment will 

lead to the creation of further roles within 

Middlesex Aerospace’s machining and assembly 

department. 

The company has worked with Mazak for over 

twenty years and its latest investment comprises 

of two state-of-the-art 5-axis Multi-Tasking 

machines, and one horizontal machining centre, 

complete with an expanded tool storage system. 

The new equipment will not only reinforce 

Middlesex Aerospace’s existing in-house 

precision machining capabilities, but the 

increased capacity of the new machines will 

allow the company to further develop its offering 

to customers. What’s more, the new machinery 

will enable Middlesex Aerospace to operate 

lights-out un-manned manufacturing, 24-hours 

a day throughout the entire week; dramatically 

improving production volumes. 

Laurence Foulds, Managing Director at 

Middlesex Aerospace, comments: “Our latest 

investment in machinery is one of the company’s 

most significant to date, and will allow us to 

support a number of new customers and 

programmes, as we continue 

to grow the business. 

“Mazak has been our long-

term machining partner for 

two decades. The work we 

undertake for our customers 

places a great demand on 

our equipment, and we know 

that Mazak machine tools 

– as well as the company’s 

Applications Engineering 

team – ensure we are able 

to deliver the incredibly 

high levels of accuracy and 

repeatability mandated by the 

aerospace sector.”

Alan Mucklow, Managing Director UK and 

Ireland Sales Division at Yamazaki Mazak, adds: 

“Middlesex Aerospace is a fantastic example of 

a British business taking the lead in the global 

supply chain and delivering exceptional results. 

After many years of working together, we are 

delighted to be able to help the company take 

a step closer towards realising its long-term 

strategic goals, through the purchase of three 

new state-of-the-art machining centres. 

“The aerospace supply chain is faced with 

a unique array of application engineering 

challenges, given the stringent accreditations 

that govern the industry, and our latest 5-axis 

and horizontal machining centres are more 

than capable of working to the tight tolerances 

required.”

For more information on Middlesex 
Aerospace, please visit:
www.middlesexaerospace.com. 
 
For more information on Yamazaki Mazak’s 
range of machining solutions for the 
aerospace industry, please visit:  
www.mazakeu.co.uk/aerospace
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Powering Ahead
With production savings for 
Oil and Gas companies

Nowadays, this means investing in best-in-class 

manufacturing technologies and as global oil and 

gas markets become ever-more competitive, an 

increasing number of suppliers (and OEMs) are 

gaining formerly undreamt of production savings 

by harnessing Starrag’s ‘Engineering precisely 

what you value’ strategy.

As part of Starrag’s comprehensive product 

ranges, machines from Dörries and Scharmann, 

in particular, are paying dividends globally in oil 

and gas work. For example:

• Burckhardt Compression in Switzerland 

is reducing unproductive times on 

piston compressors on its portfolio of 

Dörries and Scharmann machines that 

are complemented by high levels of 

automation;

• Based in the Netherlands, Mokveld is 

reducing formerly long machining times 

as well as possible re-location errors and 

certainly costs, by machining its high-

pressure control and stop valves complete 

in a single set-up on a Dörries vertical lathe; 

• One-hit machining is also benefiting KSB 

of Germany, with one Dörries vertical 

lathe minimising unproductive times and 

replacing two/three conventional machines 

in the production of pump housings.

In every case, Starrag can easily and cost-

effectively ‘modify’ and supply each machine 

specifically to suit each user’s unique machining 

needs – hence users gain unrivalled rewards 

through the ‘Engineering precisely what you 

value’ strategy. 

Manufacturing piston compressors that operate 

up to 3,600 bar, Burckhardt Compression uses 

a quartet of Starrag machines – a Scharmann 

Alpha 1250 M machining centre, a Scharmann 

Heavyspeed 2 ram-type boring mill, a Dörries 

Contumat VC 2400/200 vertical turning lathe 

(VTL) and a Scharmann Ecoforce 2 HT4 

machining centre - to machine cylinders, cylinder 

blocks, frames, valve heads and steering rods. 

Producing components up to 5.9 m long and 

weighing 30 tonnes, the production routines 

are demanding, including finish machining 

to 20 microns and H7 holes up to 1.3 m deep. 

However, the Starrag machines consistently 

meet all requirements while also generating time 

and production savings compared to former 

methods. 

According to August Dünki, the company’s 

Director of Large Part Manufacturing: “We 

especially gain extra benefits from the use of the 

Dörries VTL’s additional moveable work table axis 

(for set-up and/or in-situ workpiece inspection) 

and reduced unproductive time via the 72.4 hp 

Ecoforce 2 HT 4 which utilises head attachments 

(with automatic pick-up) and robot tool handling.”  

Importantly, too, the company highlights 

Starrag’s machine pre-approval software 

package as particularly beneficial. This details 

workpiece processing including all machining 

parameters, tools and targeted processing 

times and, says Mr Dünki: “This software is an 

important part of machine selection.”  

In another example, Mokveld in the Netherlands 

is using a 80.5 hp Dörries Contumat VCE 2000 

vertical turning lathe (VTL) to machine high-

pressure axial flow control and stop valves 

measuring up to 2.4 m long by 1.9 m diameter 

and weighing up to 12 tonnes. These are 

produced from materials such as cast and 

chrome steels, duplex, super duplex Inconel 

and titanium, and 80 per cent of machining – to 

finishes of 30 microns - is focused on turning. 

Again, the use of a ‘second’ work table is 

providing rewards, enabling a workpiece to be 

set-up while another is being machined, for 

example. Additionally, because boring can also 

be undertaken on the VTL, Mokveld is reducing 

formerly very long machining times as well as 

possible re-location errors and certainly costs by 

machining the components complete in a single 

set-up.  

The rewards of using a Dörries Contumat VTL – in 

this case a VCE 2800/220 MC model - are also 

being gained by KSB, based near Nuremberg, 

which is machining machine pump housings 

weighing up to 3 tonnes to exacting IT6 tolerance 

standards. Replacing a process that involved 

turning the housings’ front and rear sides, then 

re-locating on a different machine for drilling, 

now the Contumat performs all required tasks in 

a single clamping. 

So, not only has the machine reduced 

throughput times but it has also replaced two/

three conventional machines, thus allowing 

KSB to gain further financial capital investment 

rewards and improve operator utilisation.

Top tier suppliers to the oil and gas, and power generation industries are no different to companies 

involved in any other supply chain – they need to constantly work smarter, quicker and more cost-

effectively to not only meet their customers’ demands, but also to ensure that their own bottom-line 

margins are not only maintained but, ideally, also improved! 

www.starrag.com 
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Supplier Focus

Third cell to fulfil Hypercar contract
When Tamworth-based Alcon Components was awarded a contract to supply the lightweight monobloc 

brake calipers for a new hybrid electric hypercar, the subcontractor turned to Kingsbury to supply an 

automated, turnkey machining cell to produce the aluminium components. 

Comprising a Hermle C 32 U 5-axis machining 

centre fed with pallets from an Erowa Robot Easy 

250 automated storage and handling system, 

the cell was delivered in mid-2018 and started 

producing the calipers immediately, as the job 

had already been proved out on a nearly identical 

cell installed in 2016. The only difference is that 

the latest machine has a greater extended tool 

capacity than the previous cell.

The hypercar has one brake caliper per wheel, 

the set of four requiring in excess of 24 hours 

of machining from solid aluminium billets. The 

production route comprises four operations: 

pre-milling on another vertical machining centre, 

op 1 on the Hermle C 32 U, transfer back to 

the other machining centre for simple boring 

cycles; and finish machining on the C 32 U. 

Fully Interpolative 5-axis machining of free-form 

surfaces accounts for less than 10 per cent of the 

cycles on the Hermle machine, with 4+1 and 3+2 

strategies used wherever possible to maximise 

production efficiency.

A limited number of road-going hypercars will 

be produced and a few track-only versions 

are also planned. Alcon is responsible for the 

full foundation brake system, pedal box and 

actuation as well as a number of high precision 

chassis components.

When the contract has been completed, Alcon 

will split its ongoing production of calipers for 

high-performance road cars, race cars and 

defence vehicles between the two automated 

Hermle-Erowa C 32 U cells at Tamworth. A 

smaller C 20 U on the shop floor, purchased in 

2007 in a slightly different configuration with an 

Erowa automated pallet storage offset to the 

side rather than positioned directly in front of 

the machine, will then be reserved for producing 

prototypes.

The German-built Hermle C 32 U 5-axis vertical 

machining centre has a 650 x 650 x 500 mm 

working volume. The Erowa store, which holds 

twelve 210 mm diameter pallets, supplies 

them automatically to the working area via a 

horizontally-travelling load / unload arm.

Alcon’s production engineering manager Brian 

Cutler commented, “As on the previous Hermle 

5-axis machines, the latest model is equipped 

with Blum laser tool breakage monitoring and 

length setting, Renishaw part probing, an 18,000 

rpm HSK 63 spindle and 80 bar through-tool 

coolant. Comprehensive swarf management 

has been provided, consistent with unattended 

production from light alloys. 

“Brake caliper production is a natural application 

for 5-axis machining. Compared with 4-axis 

metalcutting, it is not only faster but also 

inherently more accurate, as approach angles 

can be adjusted to allow shorter and hence more 

rigid toolholders to access awkward areas of the 

component. We easily hold tolerances down to 

13 microns.”

Additionally, 5-axis capability gives Alcon’s 

designers more flexibility when developing 

products, as they can include complex surfaces 

and holes at compound angles, without 

increasing the number of set-ups or unduly 

lengthening cutting cycles. Consequently, in 

respect of the modern design of its products, the 

company has had a lot of positive feedback from 

the market.

www.kingsburyuk.com
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Quantum Improvements
High-Precision Single Stroke Honing® process produces <2 

micron cylindricity in bores up to 10X longer than diameter

Sunnen Products Company has a quantum 

improvement in a key manufacturing 

process for cast-iron hydraulic valve bodies 

using a precision single pass process that 

achieves cylindricity/straightness under 

2 microns in bores up to 10 times longer 

than diameter.

Developed in Europe to meet leak-free 

requirements for high-pressure hydraulic 

systems, Sunnen’s high-precision Single Stroke 

Honing® process is much more accurate than 

anything previously achievable for long, small-

diameter, cast iron hydraulic valve bodies. 

“Mobile equipment hydraulic systems 

manufacturers established this cylindricity 

specification to reduce internal leaks and 

achieve higher valve performance,” said Phil 

Hanna, Product Manager, Sunnen. “The precise 

fit between the sliding spool and valve body 

maintains the internal seal in this area. Precision 

cylindricity and straightness in this bore ensures 

uniform clearance between the moving parts 

from top to bottom in the valve, allowing free 

movement of the spool, without leakage around 

it.” 

The Single Stroke Honing process sizes and 

finishes a bore with a series of progressively 

larger diamond plated tools adjusted to a pre-

set diameter. Single Stroke Honing tools rotate 

while passing through the bore one time and 

then withdrawing. The 

Sunnen VSS-2 machine’s 

servo-controlled column 

feed provides flexibility 

with adjustable speed and 

various feed profiles, such 

as pecking, short stroke, 

dwell, etc. Column feed and 

spindle speed can be varied 

throughout a cycle using the 

machine control. 

Single Stroke Honing 

tools consist of a tapered 

arbor with an expandable 

diamond-plated abrasive sleeve 

mated to it. The external profile of the 

abrasive sleeve is designed for the application. 

Single-pass honing is ideally suited for solid bore 

parts with bore L/D (length-to-diameter ratio) of 

1:1 or less. Parts with much larger length to bore 

ratio can be honed under certain circumstances. 

Bores that have interruptions allow better chip 

flushing and reduce the cutting load on the 

abrasive sleeve.  In the case of cast iron valve 

bodies, bore L/D ratios of 10 or greater can be 

single-pass honed with great success. 

“Single-pass honing is a stable, high-production 

process that can achieve one micron cylindricity 

in a short bore – one with L/D less than one – 

assuming the part has a sufficiently rigid wall,” 

explained Hanna. “However, as the bore length 

increases, it becomes more difficult  tends to 

follow the bore. On cast iron valve bodies with 

L/D of 10, the standard process has typically 

produced five microns cylindricity under 

optimum conditions. Sunnen’s high-precision 

Single Stroke honing process takes this to two 

microns cylindricity or less. And with a tool life 

that can be 60,000 to 80,000 parts, the process 

is economical. A typical part suitable for this 

process might have a 16 mm bore, over 160 mm 

long, with 11 lands. This type of part can now be 

honed to less than two microns cylindricity, less 

than two microns straightness and one micron 

roundness.”

The Single Stroke process utilizes a combination 

of proprietary tool processing, tool holding, 

workpiece fixturing and process parameters, 

without any penalty on cycle time. It is already 

in use by manufacturers of hydraulic valves 

in Turkey, Italy, Germany, Switzerland, Brazil, 

Sweden and the U.S. 

The VSS-2 Series Single Stroke Honing® 

machine

Sunnen offers the Single Stroke Honing process 

on four different VSS-2 Series models that 

incorporate up to six spindles to progressively 

size and finish part bores. The machines are ideal 

for precision sizing of bores 3.9 - 50 mm (0.149 

- 2.0”) diameter in stamped parts, hydraulic 

valve bodies, gears and sprockets, parking 

pawls, rocker arms, turbocharger housings and 

similar parts. Ideal materials include cast iron, 

powdered metals, ceramic, glass, graphite and 

other free-cutting materials.

The VSS-2 spindles are factory aligned 

independently for precision centering over the 

tooling plate to produce better bore geometry 

than possible when using an “average” alignment 

for all the spindles. The VSS-2 utilizes a spindle 

carriage with a 724 mm (28.5”) travel and up 

to 105 mm/sec (250 ipm) carriage speed for 

increased flexibility with a wide variety of parts 

and tooling combinations. The servo-powered 

column feed system provides process flexibility 

and is hand-wheel-controlled for easy set up. A 

Siemens PLC control provides optimum process 

control and easy program setups. 

The menu-driven touchscreen control allows 

the column feed and spindle speed to be easily 

varied throughout the cycle. Process flexibility 

is enhanced by the use of six available profiles, 

including pecking, short stroke and dwell, which 

are easily added to a setup. Up to 500 setups 

can be stored. Additional I/O and memory are 

standard for integration with auxiliary equipment, 

such as robots or part loaders.

The VSS-2 Series 2 is available in four models 

– the 46 (four-station, six-spindle), the 64 (six-

station, four-spindle), the 84 (eight-station, four-

spindle) and the 86 (eight-station, 6-spindle) – 

to meet various mid- to high- production needs. 

Spacing between spindles is 205 mm (8.10”). 

The 7.5 kW (10 hp) spindle drive provides a 

speed range of 100-2250 rpm. 

When properly applied, the Single Stroke Honing 

process is a quick, cost-effective method to get 

a precise bore size, geometry and surface finish. 

Single-pass bore sizing is also appropriate for 

splined bores or long L/D ratios if cross holes 

or other interruptions are present to allow chip 

flushing. 

Sunnen offers a range of single-pass plated-

diamond tooling for the VSS-2 for precise, 

accurate and consistent bore sizing. The 

machine is covered by a 3-year warranty and 

Sunnen is the complete solution provider for this 

machine, including: fixturing, tooling, coolants/

coolant systems and automated part load/

unload. More than 380 VSS-2 machines have 

been delivered since 2000.

The cylindricity tolerance
Cylindricity is a function of overall roundness, straightness and taper. It can be described 

as the condition of bore in which all points of the surface are equidistant from a common 

axis. The longer the bore, the harder it is to achieve a low straightness value and, therefore, a 

low cylindricity value. The cylindricity tolerance can be defined as the allowable difference in 

radius of two coaxial cylinders that encompass all the data of the bore.

www.sunnen.com 
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Standfast lives up to its name 
as Oil and Gas sector recovers
 

The well documented downturn in the oil & gas market hit many sub-contract companies hard, and 

while many chose to make cutbacks, Craigellachie, Banffshire-based Standfast Precision Engineering 

decided to stand firm and resisted the temptation to downsize. This meant when the work started to 

return it was fully manned with all the skills it needed to meet demand. 

“Most of our work is in the oil & gas sector, mainly 

providing parts for instrumentation and logging 

systems. When we bought the business in 2000 

we started without any work whatsoever, then one 

customer appeared with a wad of drawings and 

told us to ‘crack on’. Which we did, and we have 

not looked back since. That customer has stayed 

loyal to us throughout and it was relationships like 

this that gave us the confidence to work through 

the latest downturn. This is the third oil and gas 

sector slump we have experienced, meaning 

we knew that things pick up eventually, so it was 

a case of take it as it comes while maintaining 

the skills that we had,” says Standfast Precision 

Engineering Director Malcolm Fraser. 

Prior to the cooling off of the market Standfast 

had looked at further machine investment, 

but delayed that until this year, replacing its 

existing XYZ TC 250 turning centres with the 

latest TC 400 models. “Working with materials 

such as Super Duplex and Inconel we needed 

a substantial machine and while the TC 250 

machines coped well, the TC 400 has improved 

things considerably. The machines may look 

similar but the construction of the TC 400 is 

more substantial and their added rigidity means 

it can handle bigger cuts in these materials, 

while holding tolerances for longer, our tooling 

consumption has also reduced.”

Behind this performance is the XYZ TC 400 

turning centre’s solid-ribbed Meehanite cast 

base, with hardened and ground Turcite coated 

box slideways combined with a 43 hp (32 kW) 

spindle motor with up to 3300 revs/min available, 

and a spindle bore of 91 mm giving a bar capacity

of 78 mm. The maximum swing and turned 

length are both 600 mm and a maximum turned 

diameter capability of 400 mm, the TC 400 can 

handle a wide range of workpieces. This capacity 

is enhanced by the standard 12-station Sauter 

VDI 40 turret which provides the ability to load 

a variety of turning and boring tools. The choice 

of control, the Siemens 828D ShopTurn system 

was also important to Standfast Precision as its 

previous machines had used the earlier 810D 

control, so the functionality of the control was 

very familiar. Other standard features include a 

300 mm hydraulic chuck, through tool coolant, 

automatic tool setting arm, remote electronic 

handwheel, hydraulic tailstock and swarf 

conveyor.

When Standfast Precision initially looked at 

turning centres from XYZ it only ordered one TC 

250, within three months a second machine was 

being installed “We work on some tight deadlines 

with extremely short lead-times and having a 

second machine was important to have capacity 

available at short notice. Therefore, when it came 

time to upgrade to the XYZ TC 400 machines it 

made perfect sense to bring two in at the same 

time, with XYZ taking the old machines away in 

part exchange. “We have had a number of XYZ 

machines in the past and have always benefited 

from the cost-effectiveness of the machines. 

All of the XYZ machines we have bought have 

played a part in moving the company forward 

and enhanced our ability to continue to invest.”  

www.xyzmachinetools.com 

ID Subcontracting
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bad odours, skin irritation, short sump life, 

fungal growth and blockages. As they can 

quickly destroy fresh fluid and cause health 

problems to operators, it is of vital importance 

to eliminate and control the growth of bacteria in 

metalworking fluids. 

What does this mean to me? 

For manufacturers using metalworking 

fluid products, some of the most important 

considerations are:

•  You may find that certain products are 

withdrawn from the market

• Some products that previously contained 

certain formaldehyde releasing biocides 

will be reformulated and will still be available

• Some products may contain more severe 

hazard labelling and risk phrases but retain 

performance properties 

• Other products may sacrifice on 

performance to avoid certain hazard labels 

• Some products could retain acceptable 

hazard labelling whilst maintaining a 

high standard of performance – naturally 

these would demand a higher price as the 

technology required is costlier.

• The general cost of metalworking fluid 

products could increase. The new 

legislation means alternative technologies, 

raw materials and formulations need to be 

developed and implemented, this comes at 

a cost to the manufacturer.

What has ROCOL done?

Working in anticipation of the legislation change, 

ROCOL has worked for some time to replace 

biocides in its products with alternative biocides 

that are not formaldehyde releasing before 

the 1st December 2018 legislation change. 

This will avoid classification of carcinogen 

category 1B H350 whilst ensuring performance 

characteristics will not be compromised. 

Whilst the labelling on your barrel is changing, it 

is very important to remember that this applies 

only to the concentrate held within the barrel. 

Once the concentrate is mixed with water, the 

hazard labelling will not apply.  So, the actual 

risk to users is far reduced than what the hazard 

labelling suggests.  

What does this all mean for the 

metalworking fluid market? 

Undoubtedly, product management will become 

more and more important and the removal of 

formaldehyde releasing biocides potentially 

leaves fluids more susceptible to bacterial 

attack. Therefore, the day to day management 

of cutting fluids will be critical to all those who 

use them and wish to comply with COSHH 2002 

requirements. It is likely that new technologies 

will be developed and formaldehyde release 

biocides will be phased out. 

What should I do next?

If you have a responsible supplier, they will make 

sure your products are labelled correctly and will 

communicate any relevant changes. Should you 

wish to know more about what type of product 

you are using, and if there are any alternatives 

you should consider, then you should contact 

your local ROCOL sales engineer. They can 

assist in the identification of your current cutting 

fluid type and offer a solution most suited to your 

environment.   

Legislation changes 
to Formaldehyde

In the fast-paced world of health and safety regulation, it is important that 

your supply chain is compliant with the very latest directives. For industrial 

applications utilising metalworking fluids, the mandate is forever changing. 

Luckily for customers of ITW ROCOL, the Leeds based fluid management 

specialists are ahead of the curve in terms of legislation compliance. But did 

you know about the latest regulation on Formaldehyde use that arrived just 

a few weeks before Santa?

What has changed?   

As of 1st December 2018, legislation changes 

have now seen formaldehyde releasing biocides 

reclassified as a carcinogenic category 1B H350 

and mutagenic category 2. This means that all 

products will be carcinogenic and sensitising if 

they contain ≥0.1% releasable formaldehyde. 

Furthermore, they will be classified as mutagenic 

if they contain ≥1% releasable formaldehyde. 

The labelling for all products/formulations 

containing formaldehyde releasing biocides 

will now change. They will now need to include 

GHS08 and H350 phrase ‘may cause cancer’.

What is formaldehyde?

Formaldehyde is a naturally occurring chemical 

compound containing hydrogen, oxygen and 

carbon. Everything from bacteria to plants, 

fish to animals and even humans produce 

formaldehyde as part of cell metabolism. 

What is a formaldehyde releasing 

biocide?

Some bactericides used in metalworking fluids 

are classed as formaldehyde releasing biocides. 

They release small quantities of formaldehyde 

when subject to certain conditions. Known for 

its preservative and anti-bacterial properties, 

formaldehyde (present through the use of 

formaldehyde releasing biocides) has been used 

successfully in metalworking fluids products for 

many years. 

Why is it used in Metalworking Fluids?

Water miscible metalworking fluids are highly 

susceptible to bacterial and fungal growth. This 

is caused by the environment and nature of the 

fluid. Sources of contamination can include 

tramp oil in the system, operators handling 

components and setting jobs, the incoming 

water supply and swarf from the workpiece. 

As the fluid is highly susceptible to bacterial 

growth it can cause serious problems if not 

properly maintained. These issues can include 

www.rocol.com

Legislation IDLegislationID
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Extraordinary 
Level of Flexibility 

Mark Bevan has built his successful machining business 

based on the three factors that define successful sub-

contracting: the ability to deliver quality parts at the 

right price and always on time. 

And for his Dorset-based MJB Precision 

Engineering operation, now in its 25th year, Mr 

Bevan says that attaining – and retaining – that 

holy grail of sub-contract supply has meant 

focusing on customer needs by “establishing 

close partnerships involving investment in 

specific machines to meet specific needs 

and imparting a consistent and expert level of 

applications engineering so that both MJB and 

our clients benefit from continual improvement”.

It’s a philosophy that has not only gained the 

12-employee company accreditation to the 

AS9100 and ISO 9001 industry and quality 

standards, but it has also led to many customer 

accolades, including “you’re a world-class 

supplier”, in the provision of batches that can vary 

from 25-off to several thousands of  components 

from 3 mm to 300 mm diameter and up to 250 

mm long.

“Achieving superlative levels of component 

quality, price and delivery, and working with 

consignment stock and just-in-time supply, are 

almost taken for granted nowadays,” says Mr 

Bevan, a time-served engineer. “So, any sub-

contract operation which wants to stand out and 

continually win new business must bring other 

USPs to the table. 

“We align ourselves with customers and work 

very closely with them; we never say ‘no’ (for 

urgent jobs we have no hesitation in working 

all night, if need be, to meet demands); often 

machining workpieces in materials that others will 

avoid – including hardened steels. And, above 

all, we also invest in the appropriate, high-class 

machinery and supporting equipment to suit 

specific components and contracts. That said, 

each machine must also be versatile enough to 

meet any future new work from perhaps different 

industry sectors.”

It’s a philosophy that today sees the MJB 

shopfloor adorned with a wide range of high 

quality machinery for both shaft-type and 

prismatic workpieces, and much of the turning/

turn-mill capacity is accompanied by bar feeds 

or gantry loaders, including a pair of Takisawa 

Japan turning centres both with gantry loaders.

“There’s no denying that on occasions in the 

past we have invested in what are best described 

as ‘quick fix’ machines; machines of relatively 

lower cost. But these have always eventually let 

me down, primarily in terms of consistency of 

output which is totally against the principles of 

successful sub-contracting.

“We need to know that every component we 

produce is going to be correct; there’s no room 

for process unreliability when working high-value 

materials where not only is scrap very expensive 

but also material supply is not always immediate, 

so any hiccup in machining processes could 

lead to missed deliveries. And with automated 

systems for bar and billet feed, for unmanned 

and overnight working, it is imperative that the 

machines always hold their consistency, day in 

and day out. There’s no doubt that, in terms of 

machine purchase, you get what you pay for”

The two Takisawa Japan machines, supplied by T 

W Ward CNC Machinery (Ward CNC), are a case 

in point. 

“We’ve had experience of Takisawa Japan 

machines stretching back for 15 years or more 

and our team are well-versed in their Fanuc CNC 

systems,” adds Mr Bevan. “So, when we needed 

to expand our turning centre capacity in response 

to new contract demands, we had no hesitation in 

investing in the brand by contacting Ward CNC.

“From experience, we know that the machines 

are well-built and very reliable, and it was these 

factors combined with Ward CNC’s expert levels 

of service and back-up that made machine 

selection an easy choice.” 

Also of importance, he says, was the fact 

that Ward CNC held the machines in stock 

(machines valued at more than £10 million are 

currently available from Ward CNC’s Sheffield 

and Redditch showrooms) and sub-contractors, 

especially, appreciate the ready availability of machines to meet 

upsurges in order books.

Mr Bevan continues: “The machines were initially purchased to satisfy 

specific machining tasks, including in one case, the production of a 

52100 aircraft power component that is produced in batches of 50 to 

100-off. But such is their flexibility in terms of spindle operation and 

capacity – the newer machine, the TCC1100GA, can accommodate 

workpiece diameters and lengths of 220 mm and 171 mm, respectively – 

they are ideal for additional new work.”

The TT2000G has twin 8 inch chucks driven at 3,200 revs/min; the 

TCC1100GA has a 6 inch chuck and spindle speeds up to 5,000 revs/

min.  

Mr Bevan continues: “Both machines have billet loaders that operate 

at 120 m/min transfer rates, which was another major factor in their 

purchase. The loaders enable us to process work much more efficiently 

than having to handle such workpieces for a chucking lathe. 

“And our machinists find that the Fanuc control makes it easy to use 

the machine without the gantry loader if need be, perhaps running 

one spindle manually and the other spindle in conjunction with gantry-

loaded parts by simply entering the Fanuc loader screen and without 

altering machining programs.

“The Takisawas are good, solid machines that are thermally very stable 

and therefore they consistently hold close tolerances and offer high levels 

of reliability. They are exactly what sub-contract suppliers like ourselves 

need to ensure we continually meet customer demands in the most  

cost-effective way.” 

www.wardcnc.com

ID Subcontracting
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With this new venue, TIMTOS will house a total of 

1,230 exhibitors in 7,000 booths, creating a new 

record and becoming the world’s third largest 

machine tool trade show in 2019.

TIMTOS is an important platform for domestic 

and international companies to showcase their 

latest products. It also serves as a springboard 

to expand their businesses to the Asian and 

global markets. Most of the major machine 

tool companies from home and abroad will be 

participating at the show next year, including 

Taiwanese leading companies such as FFG, 

Tongtai, Hartford, CHMER, YCM, Victor 

Taichung, Goodway, FEMCO, Chin Fong, SEYI, 

PMI, HIWIN, and DELTA.

An upward trend of global participation can 

be seen in the show history of TIMTOS. Next 

year, there will be overseas exhibitors from 26 

countries including Germany, Switzerland, Italy, 

Netherland, Denmark, U.S., Turkey, Japan, 

Korea, Singapore, and China. Renowned 

global corporations such as MAZAK, DMG 

MORI, Mitsubishi, THK, 

Heidenhain, Siemens, 

GF, Universal Robots 

and Haas Automation will 

also be exhibiting at the 

show. Moreover, the U.S., 

Denmark and Turkey are 

setting up national pavilions 

for the first time, alongside 

Germany, Switzerland, and 

China that have joined as national pavilions for 

many editions.

In response to the Fourth Industrial Revolution, 

TIMTOS 2019 will highlight ‘Industry 4.0 & 

Smart Manufacturing’ and ‘AI Technology’ by 

showcasing digitalized solutions that integrate 

machine tools, industrial robots, sensors, 

IoT, big data analysis, machine learning and 

AI technology to help manufacturers achieve 

‘human-machine collaboration’ and make 

automated production lines more efficient and 

resilient.

The organizers will also hold the second 

TIMTOS Summit where industry experts and 

top executives from firms such as Optomec, 

DMG MORI, ABB, and Heidenhain will offer 

their insights on future trends in four topics 

—‘Machine Intelligence and AIoT’, ‘Additive 

Manufacturing’, ‘Automotive Manufacturing 

Revolution’ and ‘Innovation in Aerospace 

Manufacturing’. The Summit will undoubtedly 

be an inspirational event for industry players to 

master the latest industry trends.

TIMTOS 2019
Record-Breaking Scale Highlighting 
Industry 4.0 & Smart Manufacturing

Taipei International Machine Tool Show, known as TIMTOS, jointly organized by TAITRA and TAMI, 

will open its grand doors March 4-9, 2019, across four exhibition halls — TWTC Hall 1 and Hall 3, 

Taipei Nangang Exhibition Center, Hall 1 and Hall 2. Indeed, Taipei Nangang Exhibition Center, Hall 

2 will officially open in March 2019, to accommodate more exhibitors.

IDExhibition PreviewID Exhibition Preview

www.timtos.com.tw www.feeler.com www.anderson.com.tw

LEEKA Industrial Co on Booth B0128
At LEEKA, we design and manufacture the 

highest quality hinges, latches, handles,and 

other hardware for a wide range of industries, 

including electronic enclosure, transportation 

(buses, emergency vehicles and RVs), HVAC, 

crating, medical, commercial kitchen and 

marine sectors.

About our latest products HP-006 and 

HP-007, it takes very little time to install. 

Beautifully crafted pocket pulls made from 

stainless steel 304 with a satin finish that will 

look great inside any enclosure. 

www.leeka.com.tw

Anderson Group: PMSM 
High Speed Spindle- Best 
Solution of Composite 
Application

See the Anderson Group, Booth No: 

Q0103  Anderson manufactures the highly 

responsive PMSM Spindle. The Spindle 

motor temperature is low decreasing 

thermal expansion, and has a High Power 

& Volume Ratio. Low speed cutting is 

available, wide range working rpm. It has 

low speed cutting ability best for composite 

material.

5-Axis Vertical Machining Center 
FAIRFRIEND will exhibit on booth J0330 

their 5-Axis Vertical Machining Center 

Gantry Crane Configuration offering a larger 

working area for loading  while the machining 

area is fully visible to operators. Independent 

Design of 3 Linear Axis and 2 Rotary 

AxisComparing with traditional 5 axis machine, 

three axes and two rotary axes are separated to 

avoid arc discrepancy when rotating and three 

axis displacement discrepancies.
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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.

Ten years is nothing for a #Starrett tool.

This 230 Micrometer was purchased by employee Scott 

Robinson in 1971, making it nearly 50 years old today.

New arrival this week, first time with smooth control #mazak

@StarrettTools

@summit_engineer

#PSLDatatrack is affordable, modular 

#productioncontrolsoftware for small and medium 

manufacturing businesses - see our range of modules... http://

ow.ly/9Eqc50kc29Z  #PracticalSimpleLogical #EngineeringUK 

#ukmfg #btmaUK

We have ambitious growth plans over the next five years and are looking 

for a talented and experienced Product Specialist to support our product 

growth strategy. Apply today! 

@psldatatrack

@NPL




