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Mazak has released dates for its specialist 

‘Manufacturing Solutions NOW’ Open 

House in June at its European Technology 

Centre in Worcester. The Open House, 

which will run from the 11th to 13th June 

and will include 22 machines in total, will 

focus on entry-level machines, Siemens 

control and laser-cutting; and feature guest 

talks from representatives from McLaren 

Applied Technologies and Concorde. 
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NewsNEWS

Citizen Sponsors 
Triathlete
Megan McDonald has an additional 

sponsor, CNC turning machine 

company Citizen Machinery UK, 

to help her rise in the ITU rankings 

for elite women triathletes from her 

current position of 667th in the world. 

Now 21, Megan has performed consistently well 

in triathlons over the years and showed much early 

promise. She started racing at the age of eight and in 2012 

competed in no less than 14 events, coming first in five of them. In 2014, as a competitor in the 

Junior Women category, she won the London Triathlon in a time of 1 hr 11 min 40 sec, came 

3rd in the European Junior Triathlon in Nottingham and 7th in the European Junior Triathlon 

France in Vierzon. 

More recently, Megan qualified to represent Great Britain in the 2019 Pontevedra ITU Cross 

Triathlon World Championships on 30th April in north-west Spain.  She came ninth after 

competing against the best under 23s in the world, and 23rd in the Elite Women category. 

www.citizenmachinery.co.uk

Filtermist invest 
£100,000 in skills
Filtermist, along with sister companies Multi-Fan 

Systems, Dustcheck and DCS Group, has committed 

to giving every employee a minimum of 50 hours 

training every year, a commitment that could total 

nearly 12,000 hours.

This will include job specific courses, personal development 

opportunities and access to the recently launched 

competency workshops that cover Continuous Improvement, 

Positive Approach and Teamwork, Time Management, 

Protecting People and Our Environment, Professionalism and 

Quality and Customer Experience. They will also be able to 

tap into Masterclass sessions that will be delivered by senior 

management and external experts/trainers.

Ensuring its workforce is fully skilled is an important part of the 

group strategy, which features ambitious targets to increase 

its presence in key markets, including automotive, aerospace, 

food, medical and high value engineering.

“Our people are our greatest asset, so it makes perfect sense 

for us to invest in them, ensuring they are fully trained to the 

latest industry standards,” explained Johanna Morris, Director 

of Group HR.

www.filtermist.co.uk

A new era of growth 
Grainger & Worrall (G&W), has appointed Phil Ward as 

its new Sales & Marketing director. The move signals 

a bold new direction for the award-winning business, 

which boasts Aston Martin, Bugatti, McLaren and 

Porsche among its prestigious client list. 

The Shropshire-based company’s long-standing association 

with motorsport – and especially Formula 1 – puts it at 

the forefront of rapid prototyping, lightweighting and the 

exploitation of novel materials. As former director of G&W’s 

Performance Products division, Phil Ward is ideally placed to 

continue the journey to expand the business’s influence into 

new global markets.

While motorsport, high-performance automotive, aerospace 

and defence have dominated G&W’s recent growth into a 

£60m turnover technology leader, the future of the business 

lies in emerging markets that require innovative, lightweight 

casting solutions.

Phil Ward said: “While our past has been characterised by our 

work on internal combustion engines, our future lies in an even 

wider array of emerging markets. Recent projects involving the 

production of complex marine propulsion, lightweight body 

structures for EVs and high-performance castings for aviation, 

all indicate our direction of travel.”

www.gwcast.com

Mitsubishi Appoints New 
National Sales Manager
MMC Hardmetal, the 

UK sales company of 

Mitsubishi Materials 

tools have recently 

appointed a new UK 

Sales Manager from 

within the company. 

Alex Saboulis was previously the organisations Northern 

Region manager and has been promoted after continued 

success in leading the sales team and promoting Mitsubishi 

tools across the north of the UK. 

Alex has over 25 years’ experience in the metal cutting industry, 

including production engineering in and around the Glasgow 

area and has been involved in sales and senior management 

at the Tamworth head office of Mitsubishi Materials for several 

years.

He explains “The company has been experiencing steady 

growth but still faces many challenges that the modern 

business and metal cutting world creates. I am delighted to 

have been given this opportunity to lead the company and 

provide the necessary skills to drive us into an even more 

successful future”.

www.mmc-hardmetal.com

Work to Advance Industrial-Scale 
3D Printing
Materialise and HP Inc. have announced an expansion of innovative work to 

pave the way towards industrial-scale 3D printing, including integration of 

Materialise’s industry-leading software with HP’s breakthrough Jet Fusion 3D 

printing solutions, and an important certification validating the HP Jet Fusion 

580/380 solutions as fully compatible with Materialise Mimics in Print software 

for use in healthcare.

“Recent advances in technology have created new excitement and growing awareness for 3D 

printing as a relevant complementary manufacturing technology that will help to transform the 

factory floor,” said Fried Vancraen, Founder and CEO of Materialise. “Triggered by potential 

design optimizations and the ability to scale and achieve mass-customization, manufacturers 

recognize the economic advantages and are preparing for full-scale 3D printing production 

runs. Together Materialise and HP are innovating to eliminate limitations surrounding 3D 

printing and creating a more open market model that offers manufacturers more choice, more 

control and lower cost, ultimately leading to increased adoption.” 

Christoph Schell, President, HP 3D Printing and Digital Manufacturing commented  

“Combining our innovative approaches to software, data intelligence, and 3D printing will lead 

to the design and production of entirely new classes of applications across the world’s leading 

industries including automotive, industrial, healthcare, and consumer goods.”

www.materialise.com

100 Years of Walter AG 
Walter AG celebrated the centenary of its 

foundation with guests from the worlds of 

business and politics. 

As well as numerous international customers and 

partners, those in attendance at the company’s site 

in Tübingen, Germany, included guests from the 

worlds of business and politics including Dr. Nicole 

Hoffmeister-Kraut, Baden-Württemberg’s State 

Minister for Economy, Labour and Housing, who 

stated:

“For 100 years, Walter AG has been synonymous with 

high-calibre engineering with a strong commitment 

to innovation. The company is an extraordinary 

exponent and shining example for manufacturing 

precision tools, where it holds a leading role.”

The celebrations focused on the company’s 

tremendous levels of innovation, creativity and 

future potential, with Professor Dr Peter Post, 

Member of the German Council of Science and 

Humanities as well as Head of Applied Research 

at Festo AG, speaking about what digitalisation and 

innovation means for industry.

www.walter-tools.com

Showcasing Innovation 
Group Rhodes hosted her majesty’s Lord Lieutenant for West Yorkshire, Mr Ed 

Anderson, and the Mayor and Mayoress of Wakefield, Cllr Stuart Heptinstall and 

Miss Charlotte Hepinstall, recently to showcase the company’s investment in 

high technology manufacturing.

They were welcomed by Mark Ridgway OBE DL, Chief Executive of Group Rhodes, who 

organised an in-depth factory tour. He also gave a presentation about the business, its history 

and its relocation to its premises on Calder Vale 18 months ago, which has put the company in 

a strong position for future growth. Mark Ridgway explained how the company is innovating, 

for which it has won numerous awards and how it currently has a patent pending for a 

revolutionary new device to enhance the processing of lightweight alloys at high temperatures.

www.grouprhodes.co.uk
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Lightweight mill reduces vibration    
In a move designed to offer customers a host of in-process benefits, Sandvik 

Coromant is introducing its lightweight CoroMill 390, which features a cutter 

body produced using additive manufacturing. The lighter overall weight of the 

tool helps to minimize vibration and improve security during machining with long 

overhang. In turn, the productivity is also increased.

Additive manufacturing offers a superior way of producing complex structures with high 

precision and without joints. Use of the process can make components lighter, stronger and 

more flexible than ever before. With regard to tool bodies, additive manufacturing allows for 

the generation of shapes and features not possible with metal cutting. In addition, virtually any 

material can be printed, as in this case, a titanium alloy. 

”When designing our new lightweight CoroMill 390, material has been tactically removed to 

create the optimal cutter design for minimizing mass,” explains Thomas Wikgren, Manager 

Product Application Management, Sandvik Coromant. “This is called topological optimization 

and it makes the cutter more compact and significantly lighter than a conventional version, 

thus helping machine shops to boost the productivity of their long-overhang milling 

operations. Moreover, a shorter distance between the damper in the adaptor and the cutting 

edge improves performance and process security.”

www.sandvik.coromant.com/en-gb/products/coromill_390

XYZ Machine Tools posts 
another record year
XYZ Machine Tools has continued its record breaking run of year-end results 

posting an 11 per cent increase in turnover for 2018/2019, taking it to a significant 

£33.9 million.

 This growth reflects what is continuing optimism within the UK manufacturing sector, along with 

increased sales within the education sector and mainland Europe. This optimism is reflected 

by 33 months of sustained growth in the sector highlighted by the Purchasing Managers’ 

Index (PMI) which remains resolutely above 53 and the Bank of England has upgraded its 

growth forecast. On top of this inward investment also remains robust and with that comes 

greater demand for machine tools. A recent survey by the organisers of the SUBCON show 

suggests that some 65 per cent of manufacturing businesses are positive about investment.

“There is some amazing positivity in the manufacturing sector at the moment, despite the 

uncertainty that our politicians are generating around Brexit,” says Nigel Atherton, Managing 

Director XYZ Machine Tools. “Our sales have been bolstered by a mix of the optimism in the 

sector along with the introduction of new products. Put simply we are meeting the needs of our 

customers with machines that are both price competitive and highly productive”. 

www.xyzmachinetools.com

FARO® Appoints 
Michael D. Burger 
FARO have announced that Michael D. Burger has 

been appointed President and Chief Executive Officer 

of the Company.

Mr. Burger brings over 20 years of experience as a global 

executive in the industrial technology sector.  Mr. Burger 

most recently served as President and Chief Executive 

Officer and as a member of the board of directors of Electro 

Scientific Industries, Inc., a leading supplier of innovative 

laser-based microfabrication solutions for industries reliant on 

microtechnologies, 

“Michael is a dynamic leader with significant experience in 

areas important to FARO’s future, including strategic growth 

initiatives, technical R&D leadership and diverse sales and 

distribution channels,” stated John Donofrio, Chairman of 

FARO’s Board of Directors. “Michael is a seasoned executive 

with extensive experience successfully transforming industrial 

technology companies.  His proven strategic, financial and 

operational capabilities, combined with his strong commitment 

to growth, will position FARO for long-term success.  The 

Board looks forward to working closely with Michael as we 

enter an exciting new chapter for FARO.”

 www.faro.com

NCMT to hold gear 
machining event
A one-day seminar and open house on the 

manufacturing of gears will be held at NCMT’s 

Coventry technical centre and showroom on 9th July 

2019.

A variety of production methods will be demonstrated on 

Japanese-built Makino and Okuma machining centres as well 

as on one of the latter manufacturer’s multi-tasking turn-mill 

machines. 

Methods covered will include hobbing, power skiving and 

InvoMilling, which is capable of producing different gears 

using the same standard machine platform. Gear grinding will 

also feature, involving the use of NCMT’s proprietary EasyGear 

grinding software. Other techniques on show will be both wire-

cut and ram-type production solutions on Makino electric 

discharge machining equipment.

The main message during the event will be the flexibility, 

high productivity and relatively low investment cost offered 

by producing external and internal gear types on 5-axis 

machining centres, multi-tasking lathes and EDM machines, 

coupled with the short lead-times and high levels of accuracy 

and repeatability that are achievable.

www.ncmt.co.uk

Workflow Simplified 
With user experience as a top priority, the new release of RADAN 

is set to make this leading CAD/CAM software for the sheetmetal 

industry easier to use than ever before. 

Olaf Körner, Product Manager for RADAN says: “After introducing a strong 

enhancement to our nesting engine last year, users have increased their 

operation of the automatic nester. The reporting is really powerful, and the 

number of mouse clicks needed has been reduced by around half, to use 

automatic nesting, or to work on a 3D model – the workflow is so much easier.”

The new quick nest mode in RADAN 2020.0 provides a more visual interface, 

with limited upfront setup for projects. 

HexagonMI.com

Engineering Exchange June 2019 
Make UK’s exclusive Engineering Exchange offers local businesses the 

opportunity to hear about cutting edge industry trends in manufacturing, 

explore the facilities at the state-of-the-art Technology Hub, get advice on 

business growth and meet industry experts. This months theme is LEAN and 

Business Improvement Techniques.

On 20th June at the Make UK Technology Hub in Aston, learn how to make your organisation 

more effective, efficient, cohesive and flexible by attending June’s event, which is themed 

around Continuous Improvement Techniques including LEAN and BIT. Participate in hands 

on workshops and taster sessions, and network with like-minded people over afternoon 

tea.

Register Free  www.makeuk.org 
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12 kW fibre laser cutting machine
Bystronic, whose UK subsidiary is in Coventry, has introduced a new version of its 

ByStar Fiber flatbed laser cutting machine with a 12 kW source for faster, more efficient 

production of components.

The previous maximum laser power was 10 kW, compared with which the latest model is on average 

20 per cent more productive when cutting with nitrogen as the assist gas. 

The fibre laser cutting centre has a new BeamShaper function and a newly designed cutting head that 

ensures consistent quality of cut when processing material thicknesses from 3 mm up to a maximum 

of 30 mm. The results are reduced cost per cut, shorter delivery times, reliable operation across a 

broad spectrum of applications and low maintenance costs.

www.bystronic.com

Axiom take delivery of two new 
5 Axis Machines
Axiom Product Development, the Chichester based machining, tooling and 

plastic injection moulding business has taken delivery of two new DMG DMU 5 

Axis machines to further increase the capacity of this multi-skilled engineering 

business. 

The DMU 50 3rd Generation machines, with swivelling rotary tables, allow for full 5 axis 

simultaneous machining and can machine intricate components from solid materials 

enabling the company to produce complex jigs, fixtures and manufacturing aids for a wide 

breadth of customers from automotive, defence, aerospace, Formula 1, marine and general 

manufacturing.

The company has invested in the new machines in response to both the high demand from its 

customers for quality produced and engineered parts and the increasing number of business 

coming from new customers in new engineering sectors. 

Commenting on the new investment, Alan Rendle-Eames, Managing Director said, “The 

purchase of these two new 5 Axis Machining Centres will offer high-tech machining capability 

with rapid response times for providing high-quality, engineered components across a broad 

range of sectors. Our highly experienced and skilled design and machining team are providing 

complex manufacturing solutions to a growing number of advanced manufacturing partners 

and the addition of these new machines will enable us to expand this service even further.”

www.axoimpd.co.uk

10 years of success with European 
Technology Centre
Yamazaki Mazak will celebrate a decade of success for its European Technology 

Centre (ETC) in 2019. The state-of-the-art 2900m2 facility is home to a regularly-

changing line-up of CNC machine tools and laser processing machines from 

Mazak’s extensive portfolio. It is often the first place in the UK customers can see 

the company’s new models once they have been launched. 

As well as a 97-seat auditorium and demonstration area, the ETC also includes Mazak’s 

‘Solutions Gallery’, which displays a snapshot of finished components that would have been 

processed on a Mazak machine tool or laser machine at some stage of their production 

process. All parts on display were produced by Mazak customers.

Richard Smith, European Group Managing Director, commented: “The ETC is one of the 

biggest assets Mazak has here in the UK, and it has played a significant role in growing both 

our UK and European customer base over the last decade. To have welcomed over 33,000 

visitors since opening is a feat Mazak is incredibly proud of. We always take great pleasure in 

taking visitors – be they a seasoned Mazak customer, or a primary school pupil – around the 

ETC, and allowing them to witness a snapshot of our extensive product portfolio in live-cutting 

action.”

www.mazakeu.co.uk 

FANUC extends collaborative 

robot range 

Manufacturers can now process even heavier 

workpiece applications in narrow locations thanks 

to FANUC’s latest addition to its collaborative robot 

portfolio, the CR-14iA/L.  

The CR-14iA/L fills the gap between FANUC’s small and 

medium-sized six-axis collaborative robots, and can handle 

payloads of up to 14kg – twice that of the low-footprint CR-7iA  

model – with a reach of up to 820mm, from just a 296.5mm 

x 235mm footprint. However, the robot’s reach can be also 

be extended to up to 911mm, provided the payload is 12kg or 

below.  

The CR-14iA/L benefits from the same integrated sensors 

and highly responsive ‘touch-to-stop’ reactive functionality as 

the rest of FANUC’s green ‘cobot’ range.  As such, if the arm 

comes into contact with a fixed object or person, it gently stops 

and retracts. A safety system ensures that the robot stops at a 

maximum of 150N, however this can be reduced even further 

if required. Crucially, the kinematics and flexibility of the slim-

profile CR-14iA/L allow it to work close to the robot base, thus 

making the best use of the available workspace, especially in 

narrow applications.

www.fanuc.eu/uk/

BLACKFAST CHEMICALS announce 
new online store and website!
If you regularly need to black small metal parts and components thus enhancing both 

appearance as well as tested corrosion resistance, then BLACKFAST’s chemical products are 

what you have been looking for. Specifically designed for you to use in-house, proving to be 

easy, cost effective as well as safe to use, our products, knowledge and assistance are now 

just a click away.

For more information on our blacking processes and other chemical products, or should 

you wish to place an order or arrange an on-site demonstration, please visit our new exciting 

website 

www.blackfast.com

Joined up thinking 
The broad range of services and benefits provided by the 

GTMA continues to attract a diverse 

range of new members. During 

the first quarter of 2019, 

fifteen new members have 

joined the association 

who provide automation, 

mould and tool 

technologies, machine 

tool and ancillaries 

equipment, cutting tools, 

CAD/CAM software, turnkey 

project engineering support & 

design, precision manufacturing, as well as a high 

value catapult centre and university have joined the existing 

supply chain of engineering skills available through the GTMA 

at www.gtma.co.uk

“We are delighted to welcome Fanuc, Filtermist, Morson 

Projects, R-Winter Tooling, National Composite Catapult 

Centre, Plazology, Surface Generation, IBS Precision 

Engineering, Surtec North East, Guhring, Tebis, Solent 

University, Ewikon, Consort Medical, and Park Sheet Metal 

into membership,” says GTMA CEO, Julia Moore. 

“Each company will, no doubt, have a different reason for 

joining GTMA,” she continues. “However, I believe that our 

digital marketing programme provides a key route to market 

for companies. It includes business profiles and is combined 

with our successful social media campaign to maximise every 

member’s media presence.” 

www.gtma.co.uk 
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DMG MORI apprentice represents 
the UK at WorldSkills 2019

Two years after gaining his GCSE’s at 16 and completing 
a BTec qualification, rising industry talent Jack McCarthy 
is studying for a HNC qualification at MGTS Coventry 
Academy while gaining industry experience as an 
apprentice at DMG MORI’s UK head office in Coventry.

Chris Cooper, Head of Engineering at DMG MORI UK and previous 

Technical expert for the WorldSkills event, supported and encouraged Jack 

to enter the national WorldSkills UK finals at the NEC in November 2017. 

Winning the silver medal in the CNC Turning discipline, Jack then went on 

to be selected to join Team UK 2019 for the international WorldSkills finals 

to be held in Kazan, Russia in August 2019. 250,000 visitors are expected 

at the event where 1,600 young participants from 60 countries will compete 

against each other in 56 disciplines.

DMG MORI is a Global Industry Partner of WorldSkills International, supports 

national WorldSkills competitions in many countries and is a Platinum 

Partner at WorldSkills Kazan 2019. This year the machine tool manufacturer 

is supplying 46 machines to Russia for use during the competition. DMG 

MORI also makes its Coventry facilities available for milling and turning 

team training further supporting the WorldSkills competitions. 

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

in Jack McCarthy’s education, skills and productivity, enabling him to 

bring new knowledge and experience back to the company, following the 

WorldSkills event, which we can then share with our customers and our 

team. His success will demonstrate that young people in our industry 

have a lot to contribute in terms of knowledge and skill, which will be an 

inspiration to other young people, showing them what can be achieved.”

www.dmgmori.com

Celebrating 100 years of 
the spherical roller bearing
The spherical roller bearing, that helps engineers 
accommodate heavy radial and axial loads in 
applications prone to misalignment or shaft deflections, 
celebrates its 100th birthday this year thanks to SKF.

Originally developed in 1919 by an SKF engineer, Arvid Palmgren, the 

spherical roller bearing (SRB) has since made its mark worldwide. 

Created to complement the self-aligning ball bearing, due to its ability 

to accommodate misalignment under heavy loads, the initial SKF 

design has now become part of the largest family of products in the 

industry. 

 

On the fabled Las Vegas Strip in the US, the High Roller ferris wheel 

contains two of the largest SRBs ever produced by SKF, each weighing 

in at 8.8 tonnes! SKF spherical roller bearings can be found in many 

applications, including some where you might not expect them. A 

good example is the Bahrain World Trade Center, where three tower 

wind turbines, each 29 metres in diameter, are architecturally installed 

between the two 240-metre-high (50-storey) towers and generate 

1,300 MWh per year. 

 

The main shafts of the turbines were equipped with SKF spherical roller 

bearings. The turbines went online in March 2008 and are operational 

50 percent of the time, depending on wind conditions. Another alluring 

application fitted with SRBs is the rebirth of the Zeppelin after 60 years 

of absence following the Hindenburg disaster. SKF was brought in by 

ZF, the gearbox manufacturer for the Zeppelin NT, to help the new and 

improved airships to propel forward.

 

Petra Öberg Gustafsson, Product Line Manager Self Aligning Bearings 

at SKF comments: “From the very start, SKF has taken the lead in 

the development of self-aligning bearings. We introduced spherical 

roller bearings in 1919 and have been consistently improving them 

ever since. Building on Arvid Palmgren’s original design, we now offer 

engineers the widest range of both open and sealed spherical roller 

bearings in the industry. With the continued push for high performance 

in ever more challenging environments, it will be interesting to see what 

the next 100 years of development generates!”

www.skf.com 

NewsID
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Metrology Essentials Product Catalogue
Bowers Group has released its much anticipated 2019/20 ‘Essential Metrology 

Catalogue’ featuring new branding. To accommodate the company’s rapidly 

expanding product range, the newly designed 280 page catalogue is Bowers 

Group’s most all-inclusive product directory yet, with a selection of exciting new 

products in every section. 

To order your free copy, please email sales@bowersgroup.co.uk
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Future Prosperity 
UK manufacturers have faced a challenging time lately with global economies demonstrating 

a slowdown and the sector facing an extended period of uncertainty following the UK’s 

decision to leave the EU. says Dave Atkinson, UK head of manufacturing at Lloyds Bank.

Recent manufacturing performance however 

has remained buoyant, albeit bolstered more 

recently through continued stockpiling which 

has led to increased demand for the domestic 

supply chains in stark contrast to the slowdown 

in exporting. The sector, however, continues to 

demonstrate great resilience, agility and its usual 

determination to succeed with business leaders’ 

hands nudging the tiller of their ships as they 

navigate ongoing stormy waters of uncertainty. 

They also tell us that availability of skills remains 

a challenge and with employment at a fifty year  

high, we are starting to see real wage growth, 

with firms competing in a finite skills market 

adding a further challenge of rising costs to the 

sectors performance.

Knowing how important confidence of access to 

finance is to the sector, we have also extended 

our £1bn per annum commitment of new lending 

to manufacturers. This public commitment, 

which we are on track to deliver, will help 

businesses to achieve growth, fund equipment, 

working capital and facility upgrades and finance 

wider investment objectives.

But it isn’t just about financial investment. 

Developing the next generation of manufacturing 

engineers is crucial to ensuring we’ve got a 

pipeline of talent ready to run and elevate the 

industry in the decades to come. That’s why 

we have now doubled our commitment at the 

Manufacturing Technology Centre in Coventry 

with a £10m sponsorship to support the training 

and upskilling of 3500 apprentices, graduates 

and engineers by 2024.

It is these apprentices and graduates that will 

be leading the charge on Industry 4.0, the 

digitalisation of manufacturing bringing fresh 

ideas and new thinking to the sector. 

Manufacturing is constantly evolving and 

investment in manufacturing intelligent 

automation, robotics, 3D printing, using data 

more effectively and adoption of other new 

technologies will help to unlock the benefits of 

this 4th industrial revolution; we run the risk of 

falling behind unless we encourage industry to 

act now before its too late. 

These topic’s remain a key theme for MACH 

2020, the manufacturing conference scheduled 

to be once again held in Birmingham in April next 

year and once again sponsored by Lloyds Bank, 

representing a decade of support to the sector 

through our partnership with the Manufacturing 

Technologies Association who run the show.

Last year at MACH 2018, we learnt about 

manufacturers that are already 

harnessing the power of 

Industry 4.0 to increase 

productivity and boost 

innovation and we expect to 

see an even bigger focus 

on these areas at next 

year’s flagship event for 

manufacturers. 

Manufacturing was a 

strong performing part 

of the UK economy in 

2018, indeed regardless 

of the softening 

outlook it remains the engine room of economic 

prosperity creating jobs, generating almost half 

of all the UK exports and being responsible for 

around three quarters of the business Research 

and Development spend in the UK.

The sector’s future prosperity now depends on 

investment, innovation and ambition and Lloyds 

Bank remains fully committed to supporting the 

sector, regardless of what the future holds. 
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Change of Direction 
Brings investment 

When Birmingham City University took the decision three years ago to switch 

its engineering courses to the new globally accepted CDIO (Conceive - Design - 

Implement - Operate), a more practice-based educational framework, the need to 

update its School of Engineering and the Built Environment became paramount.

A budget of over £7 million was authorised for 

the refurbishment of the workshop facilities, 

of which £1 million was designated for capital 

equipment which included seven machines from 

XYZ Machine Tools.

“The CDIO framework is much more practice-

based with students developing through 

logical steps and being exposed to design 

for manufacture throughout their time at the 

University,” says Tony Hayward, Programme 

Leader Mechanical Engineering at Birmingham 

City University. “This exposure to real-world 

manufacturing means that we need the 

facilities to meet their needs, and the workshop 

investment and exposure to the XYZ machines 

are all part of that.” The XYZ machines, a manual 

lathe, two XYZ ProTURN SLX 355 lathes, two XYZ 

SMX ProtoTRAK mills, an XYZ 1060HS vertical 

machining centre and an XYZ CT65 LTY turning 

centre, were procured after what Tony Hayward 

describes as an ‘intense tendering process’. 

“Given the size of the investment we had to put 

the machines out to full tender meaning a large 

number of potential suppliers could put forward 

proposals, however, the complex nature of the 

tender, which can be an 18 month process, 

saw many fall by the wayside pretty quickly. In 

addition to meeting the technical requirements 

of the tender we also needed a supplier that 

would also work with us to develop a relationship, 

in effect become part of our team. XYZ Machine 

Tools meet that requirement.”

To be part of that tendering process companies 

have to be part of the common framework that is 

in place, which XYZ Machine Tools is. A further 

advantage offered by XYZ is the fact that it has 

a dedicated Educational Sales Director, John 

Aspinall, who focuses entirely on supporting 

schools, colleges and universities. This 

understanding of the sectors needs has played 

a major part in the growth seen by XYZ Machine 

Tools in this area, with 2018/19 looking to be 

another record breaking year. Beyond the initial 

tender and order, XYZ Machine Tools is also able 

to provide the ongoing support needed through 

training for academics and technicians in use of 

the machines, they also supported the university 

at its recent open days.

One of the key elements of the University’s 

tender document was the need for the 

machine control systems to be user-friendly 

and easy to use, a description that could have 

been written specifically for XYZ’s ProtoTRAK 

control system. “The machines will be used 

by workshop technicians, academics and 

students alike, so straightforward operation 

of the machines is important,” says Dr James 

Pring, Technical Manager School of Engineering 

and the Built Environment. “The commonality 

of the ProtoTRAK control system across the 

lathes and mills allows users to switch from 

machine to machine without any complications. 

The students have very little time to familiarise 

themselves with the machines and controls, and 

they tend to come along needing large numbers 

of parts to be produced in a very short space of 

time, so that ease of use is vital for efficiency.”

The versatility of the ProtoTRAK control system 

is also highlighted by the TRAKing facility on the 

SLX ProTURN lathes. This allows users to work 

through a program by winding the electronic 

handwheels, with the speed and direction of 

rotation controlling the movement of the cutting 

tool through the machining path. “TRAKing 

takes the ProtoTRAK control to another level,” 

says James Pring. “It gives us the reassurance 

that the student is not going to crash the 

machine due to some potential programming 

error.” As students progress through their 

course their work becomes more involved, 

with more engineering assemblies, leading to 

projects such as designing and manufacturing 

compressed air powered engines. To reflect 

this, they then move to machining parts on 

the XYZ 1060 HS vertical machining centre 

with its 12,000 revs/min high speed spindle 

and the XYZ CT65 LTY turning centre with 

its 70 mm y-axis configuration. Once again 

ease of use was paramount to the university, 

and here the use of the Siemens 840DSL 

ShopMill and 828D ShopTurn Control systems 

provide the straightforward, conversational, 

programming capability that is required. “The 

overall package supplied by XYZ Machine Tools 

from pre-sale through to delivery, training and 

ongoing support provides us with the capacity, 

capability and confidence to deliver to the new 

CDIO curriculum. The icing on the cake was the 

provision of tooling vouchers that we can spend 

as and when we need to with Ceratizit UK & 

Ireland to further enhance the performance of 

the machines, without drawing on our existing 

budgets,” says Tony Hayward.    

“The workshop at the School of Engineering 

and the Built Environment at Birmingham City 

University is a great example of how we at XYZ 

Machine Tools can partner with educational 

establishments to deliver a solution that 

meets everyone’s needs,” says John Aspinall, 

Educational Sales Director, XYZ Machine Tools. 

“Under our XYZ for Education initiative we 

are happy to work with schools, colleges and 

universities to provide not only machine tools 

at favourable prices, but the ongoing support 

that the lecturers, teachers, technicians and 

students require to ensure the workshop 

functions smoothly.”
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Nuclear Energy 
A world of opportunities to grow skills 

Dale Edwards, Consultant Specialist, Nuclear Energy & Infrastructure at national law firm, 
Clarke Willmott is passionate about preparing our next generation of workers and leaders 
with the skills to achieve their goals along with upskilling those already in work. He shares 
his thoughts about how the civil nuclear energy sector is full of opportunities.  

Worldwide investment in new nuclear is set to hit a 

staggering £930 billion across the next 20 years, 

with potentially 12 new reactors planned for the 

UK alone. Add to this, a growing decommissioning 

portfolio in the UK, the development of small 

modular nuclear reactors along with the delivery 

of the Dreadnought class nuclear submarines, the 

result is a huge surge of nuclear investment that 

is predicted to create up to 100,000 jobs over the 

next couple of decades. The UK is entering a new 

and transformative stage in nuclear history, which 

has the opportunity of providing unprecedented 

opportunities for new skills, particularly as the UK 

has not built a new nuclear power station in over 

a generation. 

 

The UK civil nuclear industry currently employs 

over 63,000 people across a diverse spectrum 

of disciplines, to manage the existing fleet of 

nuclear power plants with the figure growing 

particularly due to EDF Energy and their partners 

CGN building Hinkley Point C. Over the period 

of construction there will be 25,000 valuable job 

opportunities created, from ancillary site operation 

roles including accommodation, transport and 

security through to mechanical, electrical, heating 

and ventilation engineers, with many skills being 

transferable in to different sectors. 

 

Taking engineering as an example, it is a wide and 

rapidly developing sector covering many general 

and specialist engineering disciplines. Those 

students choosing an HND in General Engineering 

can then specialise with further study and work 

experience in a variety of fields including design, 

installation, commissioning and decommissioning, 

research, lean manufacturing, and robotics to 

name but a few career paths.  

 

EDF Energy was very clear when they submitted 

applications for the new power station at Hinkley 

Point, for the need to recruit new people in to the 

industry and committed to working alongside major 

contractors and recruit 1,000 new apprentices. 

During the first two years of construction of 

Hinkley Point C, EDF Energy has made great 

strides, recruiting over 350 apprentices. This is in 

addition to supporting many activities, providing a 

long-term skills legacy in the region including the 

Somerset Education Business partnership and 

Inspire Education Programme, activities which I 

have seen first-hand or have been involved with.     

 

The challenges are clear and should not be 

underestimated. There is an urgent need to build 

a qualified and experienced skills base capable 

of meeting the demands of this growing nuclear 

sector, particularly as we have an ageing workforce, 

meaning more have been leaving than joining the 

sector. Therefore, for those who want a long career 

path in nuclear energy, the opportunities are there 

for the taking. 

 

I was delighted to attend the opening of the National 

College for Nuclear (NCfN) southern hub last year 

in Cannington, Somerset which is an important 

part of the jigsaw of the Government’s 

response to this anticipated training 

and development need. A partnership 

between industry, national regulators, 

skills bodies and training providers, 

it plans to revolutionise the way 

that training for the nuclear sector is delivered to 

ensure that the UK maintains its enviable global 

reputation for creating future world class talent with 

the rights skills and behaviours. However, it is vital 

for parents, educationalists, business leaders and 

government to encourage our young to explore all 

career opportunities whilst providing the resources 

to help fulfil dreams and aspirations. 

 

Over a long period of time Clarke Willmott has built 

relationships with many training providers including 

supporting and acting for Bridgwater & Taunton 

College who are the principal delivery operators for 

the NCfN southern hub. Clarke Willmott has a great 

appreciation of what can be achieved by putting in 

the building blocks for our future talent, not only 

in nuclear energy but many different sectors and 

industries.    
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CADCAM

Small, Complex Medical Parts 
Mecca T.P. serves a variety of industry sectors, including medical, automotive, 

household appliances, furniture and eyewear. Co-owner Antonio Tognon says their 

moulds have to be produced swiftly and accurately, first time every time, without 

the need for changing them unless requested by the customer. “And in those cases, 

the amendments have to be carried out quickly.

“Using VISI to design and machine our mould 

tools means we can guarantee they’ll give a 

high mechanical performance with precision 

movements, along with a high aesthetic quality 

of the moulded products, for long production 

periods.”

He says they are also playing an increasingly 

more proactive role in working with customers 

to co-design the finished, moulded products. 

“And we support our customers with precision 

machining, mechanical equipment construction, 

reverse engineering and reconstruction of 

damaged mechanical parts, or without design 

documentation, as well as dimensional checks.”

Founded in 1985, the company is now run jointly 

by Antonio Tognon and Renato Prosdocimo, 

based in a 2,000 square metre production unit in 

Bigolino di Valdobbiadene, Treviso, Italy, with an 

annual turnover of around 1.5 million euro.

“Over the years we’ve developed our production 

process in order to minimise manual intervention 

on the moulds, controlling the machining 

operations,” says Antonio. The company 

has always adopted the most advanced 

technologies, from 2- and 4-axis wire EDM, to 

high-speed 3- and 5-axis milling, along with their 

CAD/CAM VISI software which is proving to be 

a vital aspect in ensuring that the moulds are 

consistently manufactured to the high precision 

required, from the design process through to the 

mould tools being cut.

They produce between 40 and 80 moulds a year, 

ranging in size from 200 x 200 x 200 mm to 600 

x 800 x 700 mm, using a variety of moulding 

metals. 

VISI Mould is used to carry out the design, while 

electrodes are modelled and machined with VISI 

Machining 3D, which is also used for cutting 

plates and moulding parts, along with Machining 

Strategist and VISI Wire.

“Our in-house team follow the mould design, 

adopting various solutions for mould movements, 

conditioning circuits, injection and extraction 

systems,” he says. “In order to optimise the 

final product and the moulding activity, we pay 

precise attention to the analysis, proposing 

possible improvements.” 

He says VISI is used in the preliminary 

stage, before the design process begins, to 

analyse details such as drafts, undercuts and 

thicknesses, and to draw up possible dimensions 

of the finished moulds. “We import customer 

STEP, IGES or Parasolid files and analyse 

the geometry in depth, to define the quality 

of the mathematical model, while correcting 

incomplete or inaccurate geometries.”

They move on to create the mould basement and 

define details, before sending the component 

parts to the different CAM stations for milling, 

wire cutting, and electrode modelling and 

construction.      

He cites an example of a stainless steel mould 

that Mecca TP have developed to replace an 

existing mould used by a medical sector client. 

“The mould was to produce a small circular 

component with a diameter of approximately 

40 mm. The part had to be moulded in a white 

chamber on eight impressions, in a complete 

discharge cycle of less than 20 seconds.” 

The product is described as being complex, with 

irregular surfaces and a different front and back 

finish, and a shiny, mirrored surface on one side. 

“We created a completely new movement, very 

different from the mould originally being used by 

the customer. 

“Our proposal optimised the intrinsic 

characteristics of the impressions, and the 

operational flexibility, ensuring the highest level 

of productivity. Each imprint has a completely 

interchangeable matrix and punch, which are 

fixed to the mould by screws. This means we 

can replace them when they are worn out, 

without changing the entire mould, even if the 

mould is inside the machine. It also means we 

can produce different products using the same 

mould.”

He says the main challenge was to find a way to 

free undercuts; also, to create the movements 

necessary to obtain a high quality piece – 

moulded from soft adhesive PVC – in the correct 

way, avoiding possible wastage.

The team used VISI Analysis to import, prepare 

and validate what was required. “Being able to 

identify complex mathematics in advance let us 

discover critical areas at an early stage of the 

project, and greatly simplified our work. It also 

leads to a significant reduction in both design 

and production times.”  

Pointing out that VISI Mould handles the entire 

design process, he says it provides them with 

specific automation that guides the operator 

throughout the project’s development. “It’s a 

simple procedure, with the help of numerous 

catalogues of main suppliers’ components, that 

facilitates everything we need.” 

VISI gives them the capability of managing and 

graphically displaying mould creation and any 

required changes in real time. “This means 

we can check the results immediately and 

effectively, giving us maximum design freedom 

with the complexity we have to face in order to 

satisfy our customers’ ever-changing needs.”  

In conclusion, Antonio says VISI optimises their 

entire process from design to delivery, and 

means they can comply with increasingly tight 

delivery times. “We see very complex moulds 

every day. Calling them ‘moulds’ is almost 

reductive. I’d rather define them as ‘advanced 

equipment.”  

IDCADCAM
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A complete solution
MecWash Systems was contacted by one of its longstanding customers, one of 

Europe’s largest independent engine remanufacturers and assemblers, 

who supplies some of the world’s leading automotive OEMs.

Producing more than 20,000 engines a year, the 

UK-based company supplies OEMs including 

Jaguar Land Rover, Ford, Volvo, Aston Martin 

and JCB – each with their own high standards 

and expectations.

With demand within the automotive sector for 

ever higher cleanliness levels in engineered 

components, the company had witnessed the 

benefits of MecWash Systems Maxi aqueous 

washer at one of its own customers’ UK sites. 

This particular OEM had its own very exacting 

cleanliness requirements and was using a 

MecWash Maxi component cleaning system.

The remanufacturer was able to see that 

the system was far superior to other options 

investigated – in particular its capabilities in 

terms of capacity, cycle time and cleanliness 

standards were all factors that attracted their 

attention.

The Maxi is one of MecWash’s ultimate precision 

parts and drying systems. It has a large cleaning 

capacity that can combine ultrasonics with high 

flow flood washing, spray washing, flood rinsing, 

spray rinsing, dedicated jetting and vacuum 

drying.

The combination of capacity and quality 

of cleaning and drying was important for 

our customer, with its production and 

remanufacturing of more than 20,000 engines a 

year increasing.

The company not only manufactures and 

remanufactures drivetrain and transmission 

products for OEMs, it also engineers machined 

components as a Tier 1 and Tier 2 supplier, as 

well as other component and sub assembly 

products. It exports 75 per cent of these abroad.

The cleaning is particularly important in 

the remanufacturing of engines where the 

company salvages approximately 85 per cent 

of the material from the exchange unit to build 

a remanufactured product. The remanufacturing 

process means that all products without 

exception must be cleaned and degreased to 

the very highest standards.

Their own customers are demanding maximum 

particle levels of under 500 microns and this is 

becoming an industry standard. Being able to 

achieve, or ideally beat this standard requires 

a robust cleaning system, and that’s where the 

Maxi comes in.

John Pattison, managing director of MecWash 

Systems said the company’s requirements were 

not like most other engineering companies. 

“For a company that is remanufacturing engines, 

selecting washing and degreasing systems can 

be very challenging. The nature of the business 

means parts can be processed in a wide range 

of conditions, some with very heavy or tenacious 

soiling.

“Components have to be cleaned before they 

can start to be re-manufactured and then they 

are cleaned again further down the process, 

often several times” he said. “That requires a 

tough cleaning regime.”

He added that the automotive reman sector was 

not alone in demanding ever more reduction 

in particle levels through industrial washing 

systems. “Sectors such as automotive have 

been demanding increasing precision in their 

components in recent years. As the tolerances 

reduce, the cleaning requirements increase 

correspondingly.”

“Most OEMs are requiring maximum particle 

sizes of 500 microns for general components 

and often much less for fuel, oil or hydraulic 

circuits. Up until a decade ago that could have 

been 1,000 microns and few customers would 

have checked rigorously anyway. Now regular 

Millipore particle testing is ubiquitous. So 

you can see how acquiring superior cleaning 

technology, like the Maxi, has been critical to 

many businesses.

“A combination of good technology, a good 

cleaning regime and washing chemicals – where 

our in-house laboratory develops bespoke 

detergents for clients’ needs – will mean an 

effective result is achieved. The MecWash Maxi 

is always tailored to a customer’s exact demands 

with bespoke options.”

www.mecwash.co.uk
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Cost Down
Revs High 

Improving productivity, performance and cost reductions for one of the UK’s leading 

Tier 1 automotive manufacturers. Helping a UK manufacturer chase the automotive 

holy grail of reducing ‘cost per part’, MAPAL has demonstrated its competence with 

this particular Yorkshire manufacturer.

With manufacturing facilities on three 

continents, the Huddersfield automotive 

experts have an unparalleled reputation for 

manufacturing turbocharger, transmission and 

engine components for the global automotive 

market. It was the winning of a new long-term 

contract to manufacture cast aluminium CAM 

carrier components that led 

the company to 

instigate tooling solutions from MAPAL. With 

MAPAL’s reputation in the global automotive 

industry preceding the MAPAL engineer that first 

made contact with the client, the partnership has 

certainly reaped rewards.

 

The initial contact instigated with MAPAL over five 

years ago was due to a requirement to retain tight 

tolerance parameters and SPC values during 

production machining and secondly, to reduce 

tool inventory on its machine tools. Referring 

to the situation, MAPAL’s Application 

Engineer Mr Frank Gallagher 

says: “This customer 

is producing over 

7000 cast 

aluminium CAM 

carrier parts each 

week. To do this, 

they opted for a series 

of high-speed FANUC 

RoboDRILL machining 

centres with a BT30 spindle, 

Nikken rotary trunnion and 21 tool 

ATC. Unfortunately, the extremely complex 

parts required upwards of 100 different tools per 

part – our initial remit was to reduce inventory 

to meet the tool capacity of the machines.” Of 

course, a result of this lean investigation would 

reduce inventory costs and reduce cycle times – 

both areas of expertise at MAPAL.

 

Implementing the Cost Down Strategy

Demonstrating its unrivalled expertise in the 

automotive sector, MAPAL has dozens of 

continuous improvement examples at this 

automotive leader. As Mr Gallagher recalls: “We 

had one challenging hole that initially required 

three different drills and with limited tool pockets 

on the machine, our aim was to reduce tool 

inventory and operations. The three previous 

steps included a pilot hole, a 12XD drill and 

then a 7mm diameter finishing drill at 40XD. 

The three drills were initially required to negate 

the challenge of entering a cast surface, drill 

wander and breakage. However, we identified 

opportunities to improve the process that was 

relatively time consuming with swarf removal 

being a key challenge. Even with a 40XD hole, 

we found a single tool solution.”

 

“This success was replicated on a 25mm 

diameter bore that is machined to a 70mm 

depth. Initially, this was rough and finish bored 

with a chamfer tool finishing the process. We 

eliminated this 3-tool process by introducing 

a single multi-stepped tool capable of rough, 

semi and finish machining the precision bore 

with a chamfer at the end of the tool.” Whilst 

these applications exemplify the reduction of 

tool inventory, they also reduced cycle times 

considerably. An example was noted on a non-

critical 25mm bore, which was machined with a 

MAPAL PCD boring tool. As Frank continues: “We 

had a 25mm bore that was taking 90 seconds to 

machine because swarf clearance and surface 

finish were an issue; we changed the machining 

parameters on numerous occasions to improve 

cycle times. However, the process required a 

complete strategy shift and we manufactured a 

special version of the 3-flute Tritan Drill to reduce 

cycle times from 90 seconds to 10.”

 

Top Down Approach to Quality 

The 400mm by 250mm CAM carrier components 

require a range of MAPAL drills, multi-function 

step drills, PCD grooving, boring and face 

milling tools as well as a selection of roll taps. 

To meet many of the tight tolerances in the 

region of +-/-5 microns, MAPAL guarantees this 

customer a +/-3micron tolerance on the tools 

to ensure all components are 100% compliant 

with dimensional demands. To guarantee this 

compliance, MAPAL manages tool inventory with 

its UNIBASE Tool Management System and a 

weekly visit from a MAPAL engineer.

 

MAPAL has installed a UNIBASE tool management 

system with a second slave unit that houses tools 

in a vertical position to protect the tools and 

increase tool capacity whilst reducing floor area. 

The vertical tool holding drawers have BT30 

toolholding pots in the drawers to minimise tool 

movement and subsequent damage. Alluding to 

this, Frank says: “All tools are pre-set by MAPAL 

at our Rugby headquarters and supplied in the 

various BT30 and shrink-fit toolholding units, 

meaning the tools in the UNIBASE are pre-set 

to the required tool lengths and ready to install 

directly into the machine, eliminating the tool 

pre-setting process for the customer. It also 

eliminates the opportunity for error.”

 

The weekly MAPAL visit will see the engineer 

check all tools and take worn or damaged tools 

back to MAPAL for re-grinding, re-setting and 

return to the UNIBASE vending system at the 

automotive facility. The re-grind service certainly 

reduces tool inventory and costs, giving the end 

user complete visibility of tooling consumption 

and costs. However, the MAPAL service is not just 

about cost reductions, inventory management 

and simplification. As Frank continues: “Our PCD 

face mill tools have a series of cartridges that 

each requires precision setting. Our in-house 

team will set the tools to a height, diameter 

and concentricity of less than +/-3 microns. 

This very high level of precision is a necessity 

when the customer has a number of +/-5micron 

tolerances that are tied together on the CAM 

carrier parts.  This can be a challenge for any 

customer, but having it managed by the MAPAL 

experts will eliminate any opportunity for error.”  

 

In conclusion, Frank says: “From the outset, 

we have exceeded the needs of this customer. 

We started by reducing tool inventory and 

non-cutting times. From this, we have worked 

to continually reduce cycle times and ‘cost-

per–part’ parameters. When we installed the 

UNIBASE system at the end of 2017, we supplied 

a management system that enables the customer 

to calculate the contribution of cutting tool costs 

to the overall cost-per-part. I am delighted to 

say that MAPAL is well below the cost-per-part 

parameters as well as the continuous cost-down 

expectations of the customer – something that 

are essential in the global automotive industry.”

www.mapal.co.uk
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Arrow Scores Bullseye 
Established in 1974 by David Arnold and currently under the direction 

of David’s son Ian, Arrow Precision continues to abide by the founder’s 

guiding principles of quality, innovation and service.

 The Hinckley, Leicestershire based business’ 

highly skilled workforce have access to a wide 

range of premium quality machine tools enabling 

the company’s high-quality connecting rods 

and crankshafts to deliver ultimate levels of 

performance.

Having gained a global reputation for the 

components it produces, Arrow Precision now 

supplies three main automotive sectors. The 

company manufacture OE connecting rods and 

crankshafts for use in performance production 

road cars for prestigious customers throughout 

the world. In addition, a custom service is 

provided offering unique forgings, custom 

designs and the one-off manufacture of complete 

sets of rods for classic and vintage cars. Last but 

not least, the motorsport industry’s insistence on 

dealing with vendors with high-levels of technical 

expertise, flexible manufacturing process, and 

fast delivery times, means that Arrow Precision is 

now a major supplier to this most challenging of 

automotive sectors. 

Increasing global demand for Arrow Precision’s 

crankshafts recently prompted a search for a 

premium-quality, highly-productive grinding 

machine that had the capabilities to grind 

crankshaft main bearing journals and pins to 

the company’s challenging dimensional and 

surface finish standards. Having assessed 

several machines from leading manufacturers 

against a demanding list of criteria, a practical 

demonstration of a Studer S41 CNC universal 

grinding machine convinced company MD, Ian 

Arnold that the advanced Studer offering was the 

ideal answer to the company’s requirements. 

The recently installed S41 is now fully operational 

on 2-shifts and delivering on all of the claims 

made by Studer. Also, in some areas the machine 

is exceeding Arrow Precision’s expectations. For 

example, as the flexible machine can perform 

both external and internal precision grinding 

tasks, in addition to the external grinding of 

crankshafts journal and pins, the S41 is used to 

grind internal features such as flywheel location 

bores. Crankshaft bores that previously took 

30 minutes to grind on a manual machine now 

take less than 3 minutes to complete. As well as 

producing outstanding levels of surface finish on 

crank journals and pins, the Studer S41 is now 

achieving sub-micron levels of diameter grinding 

accuracy.

Ian Arnold explained the reasons for the S41’s 

purchase. “As demand for our crankshafts has 

grown to such an extent that a strain had been 

placed on our existing grinding resources, we 

decided to source a new, high-precision CNC 

universal cylindrical grinding machine.

“As achieving the specified diameter and surface 

finish characteristics of crankshaft journals and 

pins constitutes the most critical crankshaft 

machining process, the highest standards of 

precision grinding is of paramount importance, 

therefore our new grinding machine needed to 

be of the highest possible technical standard.

“Also, as we manufacture crankshafts in series 

production and in short runs, in addition to 

producing one-offs, we required a machine 

with great flexibility and quick change over 

times. Furthermore, as we are often tasked with 

manufacturing crankshafts with really short lead 

times by our autosport customers, we needed a 

fast, extremely efficient machine. 
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“In addition to the S41 proving its outstanding 

flexibility, speed and technical capabilities, it 

helped our purchasing decision that we were 

aware of Studer’s excellent reputation for the 

quality of the company’s machines and for if 

its levels of customer service. The assistance 

provided by Mark Maurice of UK Studer agent 

Micronz, was invaluable in helping us to specify 

the machine, arranging a demonstration at 

Studer’s HQ in Switzerland, ensuring a trouble-

free installation and organising our operators’ 

training.

 “As our operators received excellent on-machine 

training, and as Studer’s controls and software 

is so intuitive, our staff soon mastered the S41. 

Although, it helps that on the rare occasion that 

we have a problem, Studer personnel are just a 

phone-call away and able to provide and instant 

solution.

“Not only has the exceptional speed and 

efficiency of our new Studer CNC universal 

cylindrical grinding machine removed the 

possibility of production bottlenecks from 

our grinding department, the extra capacity it 

has created and the additional capabilities it 

provides has opened-up additional commercial 

opportunities for us.

The Studer S41

With distances between centres of 1000 / 

1600 mm, centre heights of 225 / 275 mm and 

the capability of machining workpieces with 

a maximum weight of 250 kg, the Studer S41 

CNC universal cylindrical grinding machine was 

designed to accommodate medium to large 

workpieces. The majority of daily grinding tasks 

can be efficiently performed on the machine, 

whilst the S41 can also be configured for single-

purpose use.

Studer’s S41 boasts a wide range of advanced 

technical features, such as the revolutionary 

StuderGuide® guideway system, high-precision 

axis drives with linear motors and extremely 

fast direct drive of the B-axis, ensuring great 

flexibility, high precision and short auxiliary 

times. Given the diverse nature of the S41’s 

users, potential customers are able to choose 

from a large number of wheelhead variants. With 

up to four grinding wheels, the S41 fulfils virtually 

every requirement for complete machining.

The S41 is based on a robust Granitan® S103 

mineral casting machine bed. The advantageous 

material structure, developed and produced 

in the company’s own plant using the most 

modern industrial techniques, has proven its 

value over many years. The excellent dampening 

characteristics of the S41’s machine base 

ensures outstanding surface quality of all ground 

workpieces. The use of Granitan® S103 extends 

the service life of the grinding wheels, leading 

to reduced downtimes. In addition, temporary 

temperature fluctuations are compensated 

by the favourable thermal behaviour of this 

remarkable material. 

The StuderGuide® guide system for longitudinal 

and cross slides is moulded directly into 

the machine base and finished with a wear-

resistant Granitan® S200 surfacing material. 

These guideways offer the highest possible 

accuracy through the entire speed range 

and provide high load capacity and excellent 

dampening levels. Thanks to their robust and 

maintenance-free design, the guideways deliver 

long lasting characteristics. The large distance 

between the guideways and the extremely 

rigidly constructed slides form the basis of the 

machine’s precision and productivity. Studer 

offers an automatically swivelling A-axis on the 

S41 for efficient, high-precision thread grinding. 

The standard swivel angle is ±15 deg, although, 

even greater pitch angles can be achieved with 

the aid of StuderThread, thanks to profile error 

compensation. 

The Studer S41’s versatile universal workhead 

enables both live spindle grinding and grinding 

between centres. The machine can also be fitted 

with a specially designed chuck workhead for 

chuck applications. The workhead is mounted 

on low-maintenance roller-bearings that have an 

excellent roundness accuracy of below 0.0004 

mm (optionally 0.0002 mm). Fine adjustment 

allows for cylindricity corrections in the1 µm 

range during live spindle operations. As with 

the machine’s tailstock, its workhead is also 

equipped with an air cushion lift-off to simplify 

movement during setup and resetting.

The machine’s direct-drive workhead is primarily 

used for live spindle grinding of heavy workpieces 

and for high-precision C-axis applications. When 

form grinding, the range of parts is expanded by 

the design configuration of the S41’s direct drive. 

This ingenious design also allows the installation 

of a high-precision measuring system directly on 

the spindle. 

To an ever-increasing extent, the claim of 

‘complete machining’ includes the ability to 

efficiently perform accurate form and thread 

grinding operations. These processes are made 

possible by the position of the S41’s speed-

controlled C-axis. The standard C-axis with 

measuring system on the drive motor is suitable 

for thread grinding. A direct measuring system 

is mounted on the workhead spindle (C-axis) to 

ensure the highest form accuracy. Acceleration 

and grinding forces are absorbed without 

difficulty through the high dynamic rigidity of the 

axis drives.

The machine’s generously dimensioned tailstock 

barrel, designed for the deployment of Morse 4 

taper centres, glides in the tailstock housing. 

Its centre pressure can be adjusted with the 

delicate precision required for grinding high-

precision workpieces. If required, the tailstock 

can be equipped with a hydraulically actuated 

barrel retraction for workpiece changeover. Fine 

adjustment enables cylindricity corrections in 

the range below 1 µm when grinding between 

centres. An air cushion lift-off facilitates simple 

movement during setup and resetting. A cooling 

lubricant is passed through the tailstock and 

totally covers the barrel and diamond holder, to 

guarantee optimum thermal stability. 

As an easy-cutting grinding wheel is essential 

for performing cost-effective and high-quality 

grinding, Studer offers a large selection of 

dressing units. These units allow the efficient 

completion of the dressing process mindful of 

the workpiece, tool or materials. The grinding 

wheel profile and dressing parameters are 

easily defined via macros. Another Studer 

speciality is the grinding wheel reference 

points (T-numbers). These reference points 

enable programming with normal dimensions, 

which considerably simplifies the programming 

of grinding programs. A software package is 

available to fine tune the dressing process and 

includes additional dressing functions.

The S41 is equipped with a 31i-A series Fanuc 

control with an integrated PC. The 15” touch 

screen facilitates intuitive operation and 

programming of the machine.

The StuderWIN user interface and StuderGRIND 

software module create a stable programming 

environment and contribute to the S41’s efficient 

use. If required in-process gauging and sensor 

technology for process monitoring as well as 

contact detection and automatic balancing 

systems, can be integrating into the control. 

www.micronz.co.uk 
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Ceramicx 
takes the heat 

Ballydehob, in rural County Cork, is about as far South 

as you can get in Ireland, not the location you would 

naturally imagine for Ceramicx, one of the world’s leading 

designers and manufacturers of ceramic infrared heating 

elements and complete turnkey infrared heating systems 

and ovens for industrial and commercial applications. 

Ceramicx was founded by Frank and Gráinne Wilson in 1992, and today 

the company employs 65 highly skilled and knowledgeable staff. The 

company’s products and systems are used in a wide range of applications 

such as packaging, automotive, medical and aerospace 

among others in applications such as thermoforming, 

preforming, pressure forming, welding, non-contact 

drying, spot heating and numerous other industrial 

processes requiring the application of controlled 

‘radiant’ heat.

Under the auspices of Frank Wilson, the company 

has gone from strength-to-strength with a firm policy 

of backward Integration, a process of bringing the 

skills, manufacturing and process capabilities inhouse 

as opposed to outsourcing. Around 99 per cent of its business 

comes from the exporting of its products to over 80 countries. Primary 

markets include Germany, UK, USA, Russia, Turkey, India, and China. 

During the past decade Ceramicx has found itself on a trajectory of growth 

with average growth levels of 15 per cent annually. The company has 

also founded an R&D strategy investing heavily in people and equipment 

to move Ceramicx towards becoming one-stop providers for solutions, 

components and equipment builds. However, as Frank Wilson points out: 

“We are application focused, so we use a little R and a big D to develop a 

working solution not just research a potential option.”  

In 2017, the company reached a new milestone with the completion of a 

major building expansion project. New office space, larger machine/oven 

building space and cleanroom environments are all assisting future growth. 

The extra space further aided the goals of backward integration, with new 

sheet metalworking equipment and a well-equipped toolroom to provide 

day-to-day support for the ceramic mouldings required by the company.

Frank Wilson recalls: “We produce the tooling needed to compact ceramic 

powder to generate the various heat insultation and control parts required 

for our products, so a fully capable and self-sufficient 

toolroom was a pragmatic decision we made. Some 

of my team visited the MACH 2018 exhibition and 

subsequently also visited Warwick Machine Tools’ 

showroom near Kenilworth, in the heart of the Midlands. 

“A demonstration of the compact Excetek V350 CNC wire EDM machine 

and the HD30Z EDM hole drilling machine provided my team with the 

confidence to recommend the investment required,” Frank Wilson recalls. 

Reflecting Ceramicx’s philosophy, all Excetek’s machine tool research and 

development is done inhouse, and the software and high frequency pulse 

control generator have been created by the company.  

Even the CNC system has been developed by Excetek, using Windows-

based 64-bit architecture with an LCD touch-screen for programming. This 

makes it easier for operators to understand as they are already familiar 

with the ‘look and feel’ of the Windows environment. It cuts down the 

training time required, so one day’s training is all that is required before 

the operator is competent to program and run the machine. Programming 

can be done using standard ISO G code or Excetek’s Icon Assistant 

conversational software, which uses the controls extensive database of 

cutting technologies.

The control system can also apply offsets to allow for any misalignment 

during workpiece loading. Before machining an edge finding operation 

IDEDM
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sets the actual position of the raw 

material, and the control software 

resets its datum points accordingly. 

Also developed by Excetek, the 

automatic wire feed and threading system 

is produced inhouse. Designed to provide 

continuous unmanned operation around-the-

clock, the AWT offers the ability to thread the wire at the 

point of the breakage. An automated annealing system straightens 

the wire so that it can be threaded at the break point during machining 

with almost 100 per cent reliability and without the need to return to the 

start position. Submerged wire threading is possible, which removes the 

need to drain and refill the tank. A water jet assist system is available for 

automatic wire feeds on tall workpiece.

Fitted with a 600 litre tank, the Excetek V350 is capable of accommodating 

workpieces up to 700 x 500 x 215 mm and weighing up to 450 kg. This fully 

specified wire machine has U and V axis travels of 80 mm and +/- 30o taper 

capability and an accuracy of 3 micron over 100 mm. 

The HD30Z high-speed small hole EDM drilling machine offers an 

exceptional performance to price ratio for engineering companies looking 

to generate single or multiple holes accurately in metallic components.

With a 450 by 210 mm worktable the HD30Z is able to accommodate 

workpieces up to 690 x 440 x 120 mm and weighing up to 150 kg. With 

pinpoint sub-micron precision and 

outstanding surface finish, it can very 

quickly drill holes in any conductive 

material including hardened steels and 

challenging aerospace alloys. 

Hole drilling by EDM uses low-cost electrode 

tube normally made of brass or copper to drill holes 

into an electrically conductive material at a very high speed. 

The hole depth diameter ratio is exceptionally long and the HD30Z 

can produce hole diameters from 0.2 to 3 mm. This technology is widely 

used for hole machining in aerospace, energy, cutting tools, automotive, 

medical, mould and die, and general precision engineering industries.

Says Frank Wilson: “We are using this technology specifically to create start 

holes for the wire EDM jobs. Now, we can cut pre-hardened workpiece 

materials which removes a couple of problems for our toolroom. The first 

being to program, locate and drill the start hole by conventional machine 

methods in the ‘soft’ workpiece prior to heat treat and the second, by heat 

treating before drilling the start hole, all the stresses are removed from the 

workpiece prior to EDM cutting.”

The company’s process and industrial engineering knowledge has global 

appeal and providing ceramic elements in the UK and worldwide has made 

it the infrared heat partner of choice for customers in over 80 countries. 

Specialising in infrared heat uses and process heat transfer for over 25 

years, the business has been perfecting the price-to-performance ratio in 

infrared technology. 

“We are also lowering the carbon footprint of the products too,” explains 

Frank Wilson, “with our manufacturing philosophy being fairly simple and 

concise: We do it all here. We provide an end to end solution starting in 

R&D defining the correct infrared emitter for the material or process and 

providing a proposal that can carry through to an oven/equipment build.

“Our belief is that by keeping all the creative and production elements 

surrounding the Infrared solution inhouse, we can give the customer a 

product that we know intimately and, for which we are entirely responsible.”

All the IR ceramic heaters and elements and moulded and fired through 

the company’s clay and oven technology that has been invested in over 

the years. One small insulation component is produced at the amazing rate 

of 85,000 per day, so the toolroom support and maintenance provided by 

both Excetek EDM machines is vital.

In use the Excetek EDM machines have proven reliable and robust. 

However, as Frank Wilson concludes: “While the machines are easy to use 

and maintain, it is reassuring to know that we have support here in Ireland 

should we need it. Our remote location makes this a key consideration, 

along with the trust we have in Paul Barry, WMT’s sale and service engineer 

based here in Ireland.”     

www.warwickmachinetools.co.uk
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Yamazaki Mazak has released dates for its specialist 

‘Manufacturing Solutions NOW’ Open House in June at its 

European Technology Centre in Worcester. 

The Open House, which will run from 

the 11th to 13th June and will include 22 

machines in total, will focus on entry-

level machines, Siemens control and 

laser-cutting; and feature guest talks 

from representatives from McLaren 

Applied Technologies and Concorde.

Entry-level machines, designed to improve 

productivity within the capital investment 

budget, are taking centre stage at the event. The 

highlight is likely to be two QUICK TURN 250MSY 

machines equipped with milling capability, 

Y-axis, and second spindle. A second machine 

has been equipped with a FANUC TA-20, ‘plug 

and play’ robotic machine tending solution, 

which makes it ideal for applications that require 

lights-out unmanned and overnight running. 

Alongside will be the new QT-COMPACT 300M 

which features a new optional 24–index position 

turret. The QT-COMPACT is a high specification 

machine for its price point, equipped with 

Y-axis and second spindle and capable of high 

accuracy positioning with its high rigidity linear 

roller guides and direct coupled servo motors on 

all linear axes. 

Making its UK debut will be the HQR-250MSY, a 2 

turret / 2 spindle CNC turning centre, specifically 

developed to offer best-in-class cycle times. The 

HQR can be operated with a variety of optional 

automation equipment to further improve 

productivity, including bar feeders, workpiece 

unloader and robot. 

Laser machines will be represented by the 

OPTIPLEX 3015 FIBER III 4kW, which is designed 

for exceptionally high productivity with faster 

acceleration for high-speed cutting. The laser 

machine is equipped with new generation 

Mazatrol PreviewG CNC, including a 19” touch 

panel for increased ease of operations. 

Machine users that have standardised on 

Siemens control can still access the benefits 

of Mazak technology by specifying an ever-

increasing number of Siemens-equipped 

machines. At the June Open House, the VTC-

760C Siemens, a high productivity vertical 

travelling column machining centre will take 

centre stage. The VTC-760C is equipped with 

the new Siemens 828D control and is powered 

by a 12,000rpm spindle with rapid traverse rates 

of 42m/min in the X-, Y- and Z-axes. 

In addition to new machines and automation 

equipment, the Open House will also feature 

keynote speakers from the world of motorsport 

and aerospace, including Richard William 

from McClaren Applied Technologies’ Human 

Performance Team, as well as Les Evans and 

Tony Yule, both of whom are ex-Concorde Pilots. 

Mr William will be speaking on the McLaren 

DNA Programme, which aims to accelerate the 

training of young drivers through the delivery 

of unique training developed in conjunction 

with current and past drives. Mr Evans and Mr 

Yule, who both served in the RAF before joining 

British Airways’ Concorde programme, will be 

sharing their firsthand experience in the world of 

aerospace, with a specific focus on the intricate 

engineering and manufacturing challenges 

involved with the iconic Concorde aircraft, which 

celebrates its 50th Anniversary this year. 

The Open House will also provide an opportunity 

to undertake guided tours of Mazak’s European 

Manufacturing Plant, which has experienced 

a number of investments since Mazak’s most 

recent Open House, as well as Q&A sessions 

and on-hand application support from Mazak 

engineers. 

Alan Mucklow, Managing Director – Sales UK, 

commented: “This specialist Open House taking 

place in what is our 100 year anniversary aims 

to provide the solutions to the productivity issue 

that is the top priority for British manufacturers. 

From state-of-the-art machines through to 

machine tending solutions, robotics and laser, 

we aim to demonstrate that productivity does 

not need to come at a high price and that there 

is a solution for every type and size of machine 

user, from Tier-1 aerospace supplier through to 

a growing and ambitious subcontractor.” 

Manufacturing 
Solutions 
NOW

IDFront Cover StoryID Front Cover Story

For more information, and to register for 
Mazak’s ‘Manufacturing Solutions NOW’ 
Open House, please visit: 
https://www.mazakeu.co.uk/NOW.
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Subcontracting

Cycle Time Savings 
Established in 1856, Hartlepool subcontractor JJ Hardy & Sons, which specialises in supplying the rail, oil & gas 

and energy sectors, is continuing its policy of upgrading the capacity on its shop floor to enable it to serve an ever-

growing customer base. At the end of 2018, it replaced an ageing lathe with a Genos L3000e turn-mill centre built 

by Okuma, Japan, supplied through sole UK and Ireland agent, NCMT.

The first job on the machine, which involved 

turning and milling a batch of parts from brass 

bar, resulted in each component emerging from 

the lathe 26 per cent faster than previously. 

More recently, at the end of March 2019, a batch 

of 400 components turned and drilled from 

40 mm diameter, mild steel bar coincidentally 

showed an almost identical saving. Each part 

previously took 225 seconds to produce and is 

now completed in 165 seconds on the Okuma. 

The one minute reduction per part translates 

into more than six and a half hours saved, an 

economy that allowed the subcontractor to hold 

the price for the customer.

Andrew Pailor, JJ Hardy’s managing director 

since 2002 commented, “With material costs 

going up all the time, purchasing new machinery 

to bring cycle times down is helping us to increase 

our competitiveness and win new business. 

“We identified a requirement for another turn-mill 

solution and recognised Okuma as the leading 

manufacturer of machinery to fill that need. We 

did not think we could afford one, but NCMT’s 

help made it possible.

“The supplier’s professional service included the 

allocation of an engineer to lead the project, a 

site survey at the outset and a week’s on-site 

training after the machine was delivered. The 

relationship has developed really well.”

Behind the ability of the Genos L3000e to 

shorten cycle times so much are the design 

and power of the machine. It has box sideways 

in X and Z to support heavy cutting, while the 

NC tailstock runs on a linear guide. The 12 live 

tools in the turret have up to 7 kW of power for 

prismatic metalcutting in conjunction with the 

C-axis spindle, which itself delivers up to 20 kW 

for highly efficient turning.

Mr Pailor explained that in the case of the 

first brass component and the mild steel part 

transferred to the new lathe, the programs were 

written in the same way as previously. The 26 

per cent cycle time savings were purely down 

to higher speeds and feeds as well as increased 

depths of cut. 

Maximum turning diameter is 300 mm, although 

the machine has been equipped with a Hydrafeed 

MSV65 bar magazine having programmable bar 

size capability. With a spindle liner and collet 

chuck, bar capacity is 65 mm, although 70 mm is 

possible with a three-jaw chuck, a stock size JJ 

Hardy rarely exceeds.

A suite of options in the proprietary Okuma OSP 

control enables extensive functionality, such 

as chatter suppression, to be progressively 

harnessed as the subcontractor becomes 

familiar with the machine. A customisable, multi-

touch panel and improved rendering result in 

intuitive graphical operation. 

Mr Pailor concluded, “The Genos L3000e is 

an operator-friendly machine that simplifies 

cleaning, filtration and maintenance. It is a one-

saddle lathe that is strong and compact, ideal 

for cutting a wide range of exotic materials with 

ease. 

“The integral spindle motor provides high 

machining capacity, while rigid guideways 

absorb powerful cutting forces. Additionally, 

the lathe’s thermo-friendly construction 

automatically compensates for temperature 

changes on the shop floor to maintain tight 

tolerances.”

www.ncmt.co.uk



industrialdirector.com   -  June 2019  -   Page 39Page 38  -  June 2019  -  industrialdirector.com

Established in 1892 and employing more than 200 staff, family-run firm Thomas 

Graham & Sons, now in its fifth generation, operates a multi-faceted business in 

Carlisle. One division is devoted to steel stockholding, which has seen a significant 

rise in cutting capacity following the purchase of a new KASTOwin 4.6 bandsaw 

built by Kasto, Germany and supplied through its Milton Keynes subsidiary.

The machine was installed in 2018 specifically 

to fulfil a new contract for cutting annually 350 

tonnes of mild steel alloyed with boron. Used 

by a forestry industry truck manufacturer for 

producing chain links, the lengths of flat bar 

need to have a high boron content to promote 

hardness during heat treatment. 

Bundles of 24 bars of 50 mm x 20 mm cross 

section and with two bevelled edges are sawn 

into 280 mm lengths, each cycle comprising 10 

cuts, producing 240 billets. They are removed 

from the output roller table before the next cycle 

starts. 

Thomas Graham’s operations director Phil 

Barnes, who has been with the company for 17 

years, said, “The KASTOwin is our first bandsaw 

from this supplier but our 11th on site.

“Boron steel is not especially 

difficult to cut using a standard 

bimetal blade, so it is a simple 

contract to fulfil, but the automatic 

Kasto saw does it extremely well, 

day in day out, easily holding the 

required ± 1 mm tolerance.

“We were expecting each bundle 

cutting cycle to take eight hours 

but in fact it is completed in just 

three and a half hours.”

He explained that the high performance is partly 

down to the 10 minutes per cycle that is saved 

by the Kasto saw’s ability to start the trim cut 

automatically when each new bundle is loaded. 

On other machines it is necessary first to cut the 

bundle to level the face, then measure the bar 

before production can start.

More important for achieving the high level of 

productivity is the adaptive downfeed on the 

bandsaw, called KASTOrespond. It allows a band 

feed rate that is higher than would otherwise 

be feasible, as it is automatically backed off 

momentarily if the built-in pressure sensor 

detects a rise in cutting force. This can occur as 

the blade reaches the transitions between layers 

of bars in the bundle, or if it encounters a hard 

spot in the material. Optimal force on the blade 

is therefore maintained throughout the cycle, 

ensuring a good quality of cut and avoiding 

damage to the blade.

Mr Barnes added, “When it came to buying a new 

bandsaw for this work, bearing in mind we use 

three makes other than Kasto, we benchmarked 

various options and asked the potential suppliers 

to process a sample batch of our boron steel.

“Our welding division manager Jim Hunter and 

I were impressed with the Kasto demonstration 

in their Milton Keynes showroom, added to 

which the price of the machine was acceptable. 

In particular, we appreciated the consultative 

nature of their sales approach, which prompted 

us to place the order.”

Since the bandsaw was installed, the higher 

than expected productivity on the boron steel 

job has provided spare capacity for general-

purpose cutting of engineering steel bar, such as 

EN8 and EN24T, from 10 to 300 mm in diameter 

either singly or in bundles. Mr Barnes advises 

that work transferred from other machines onto 

the Kasto is completed in approximately half the 

time, commenting further that when the operator 

returns to the saw, the job is nearly always 

finished and ready to be unloaded. 

The stockholder’s management is in no 

doubt that the KASTOwin is highly beneficial 

to business, not only due to the bandsaw’s 

productivity on the contract for which it was 

purchased, but also because of the machine’s 

ability to cut other materials including stainless 

steel and aluminium so precisely. A tolerance 

of -0, +1 mm is held routinely, saving wastage 

by not having to program extra allowance, as 

would be the case on the company’s other, less 

accurate saws.

In conclusion, Mr Barnes commented, “We 

have an evolving customer base, more than 

half of which requires material sawn to size, so 

bandsawing is a crucial function for us. Certainly 

the KASTOwin has been a revelation in terms of 

its productivity and accuracy of cut.

“We have also been impressed with Kasto as 

a company and feel that we have entered into 

an alliance whereby we can consult with them 

on bandsaw technology and receive unbiased 

advice.”

Twice 
as Productive!

IDSawingID Sawing

www.kasto.com
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IDGrinding

Diamonds 
are your best friend

While nobody can envisage what the world market for PCD tooling will be, it is certain to grow – especially 

as the use of carbon fibre and carbon aluminium ‘stacks’ increases in the aerospace and automotive sectors.

So, the ability to be able to use a single machine 
to both erode PCD tools and grind carbide 
tooling, even in the same set-up (a tool’s carbide 
body and its brazed-on PCD tip) to eliminate two 
separate set-ups on different machines, makes 
good economic sense to all forward-thinking 
companies involved in PCD tool production or 
regrinding.

This logic has spurred Walter into developing the 
‘two-in-one’ machining concept around its multi-
axis Helitronic  Diamond machines, currently the 
Vision Diamond 400 L (for tools of 3 mm to 420 
mm long), the Power Diamond 400 (3 mm to 380 
mm diameter and 520 mm long) and the Diamond 
Evolution (1 mm to 165 mm diameter and up to 
255 mm long).

While the time and money rewards of the 
elimination of separate set-ups for grinding and 
erosion are undoubtedly attractive to existing 
tool manufacturers and regrinding companies 
processing carbide/PCD tooling, Walter Ewag UK 
- a member of the United Grinding Group - adds 
another major benefit of the two-in-one Diamond 
concept for firms which may be considering 
entering the PCD market. 

“The fact that the machine user can perform both 
eroding and grinding or combinations of the two 
means that investing in a Helitronic Diamond is 
effectively a risk-free introduction to the PCD 
market,” says Sales Director, Neil Whittingham. 

“If it happens that the PCD business does not 
develop as expected for that company, then the 
same machine can simply revert to being a cost-
effective way to grind carbide and HSS tools,” he 
adds.

The affordable (and compact, occupying a 
floorspace of just 4.2 m²) Helitronic Diamond 
Evolution is the ideal entry-level machine for 
the production and regrinding of PCD tools with 
diameters up to 165 mm and lengths of up to 
185 mm (end face operation) and/or 255 mm  
(shank length).

This size range accounts for up to 90 per cent 

of PCD tooling consumption worldwide, says 

Mr Whittingham, and that includes increasingly 

complex geometry PCD tooling in various forms 

such as solid tips, sintered spirals and PCD on 

diameters, as used for milling and reaming, and 

‘straight’ PCD ‘plates’ and chamfered PCD tips 

for drilling.

The machine can grind and erode a wide range 

of carbide and PCD styles including shank, 

profile, circular and roll mills, multi-step tools and 

countersinks, as well as cutting and profile cutting 

plates. And its PCD tool programming routines 

include the erosion of PCD on tool diameters and 

the production of K-Land, variable spiral and ball 

nose gash.

In addition to a robot loader that can boost 

automation (unmanned) operation by 

automatically handling up to 72 HSK tools or 

7,500 cylindrical tools (diameter-dependent), 

the machine also features an HSK spindle 

which, being shorter than an NCT spindle, offers 

excellent stability and superb electrode surface 

quality during dressing, as well as longer life for 

the dressing insert. 

The machine is also equipped as standard 

with Diamond Plus software that in addition to 

simplifying and speeding up the programming of 

complex PCD forms also enables production times 

to be reduced by up to 40 per cent, and cutting 

edge quality to be improved (edge chipping down 

to just five microns at 10 micron grain size).

Diamond Plus is just one of the technology 

innovations that Walter has developed to 

continually make the tool erosion process more 

efficient and cost-effective on its Helitronic 

Diamond range. 

With such super-fine finishes achievable with 

Fine Pulse Technology, PCD tool providers can 

achieve superb levels of tool surface quality and 

cutting edge within similar processing times as 

before. Also, subsequent steps in production can 

even be eliminated because no re-sharpening or 

polishing is required.

“The result,” says Mr Whittingham, “is a range 

of machines and easy-to-use technologies 

that enable companies of every size can use to 

produce world-class PCD tooling.” 

www.walter-machines.com
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IDTooling: MillingTooling: Milling

Faster than fast 
Milling tools for high metal removal rates

The method of rough machining with significantly 

increased feed per tooth – known as fast feed 

(FF) milling or high feed milling (HFM) – found its 

industrial application in the 1990’s.

Die and mold making was one of the first 

industries to adopt HFM into its production 

practices, following a massive increase in 

customer demands for reduced die and mold 

manufacturing time. HFM answered this need 

while providing an effective tool for boosting 

productivity. The HFM method is based primarily 

on two principles: the geometry of a milling cutter 

and the high-speed feed drive of a machine tool.

 A typical fast feed tool features a small cutting 

edge angle, normally 9-17°. This design 

characteristic results in three important 

outcomes. The first is the possibility of 

considerably increasing feed per tooth due to a 

chip thinning effect. For example, in face milling 

low-alloy steel, 0.2 mm/tooth (.008 ipt) is a near 

maximum value feed, but high feed milling the 

same material with a 2 mm/tooth (.08 ipt) feed 

is normal.  The second is a shallow depth of cut 

(DOC) that ensures this geometry for the tool. 

Milling with reduced DOC diminishes cutting 

force and power consumption. And the third 

point relates to minimizing the radial component 

of the cutting force combined with maximizing its 

axial component, which acts toward the axis of 

the machine tool spindle, i.e. the direction of the 

maximum machine tool rigidity. This improves 

machining stability.

Increasing feed per tooth means greater feed 

speed that requires the appropriate feed drive 

of the machine tool. In the above example of 

high feed milling low-alloy steel, the feed peed 

may be 7000-9000 mm/min (275-355 ipm) – the 

next-higher order versus conventional values. 

Recognizing market needs, machine tool 

manufacturers developed a variety of machines 

intended specifically for high feed milling. These 

relatively low-power machines have “triple high” 

characteristics: high-torque, high-thrust spindle, 

and high-speed feed drive. The machines 

feature advanced computer numerical control 

(CNC) hard- and software. Introducing HFM 

substantially changed the concept of rough 

milling. Instead of intensive material removal 

at large depths and width of cut by using 

high-power machines, the method proposed 

extremely productive milling at shallow depths 

by low-power machines fitted with a cutting tool 

that runs very fast. 

The fast feed milling method has since 

undergone some interesting changes. 

Originally considered as an effective way for 

rough machining cavities and pockets that was 

typical for die and mold making, HFM soon 

proved advantageous in face milling (“fast feed 

facing” or “triple F”). The diameter range of the 

FF milling cutters was increased and the group 

of engineering materials suitable for cutting by 

the HFM method, expanded. Fast feed milling 

quickly penetrated to many industrial branches. 

It began to be more than an effective technique 

for the applicative niche of die and mold making, 

embracing all metal cutting areas as a generally 

recognized productive method. Steel and cast 

iron may be known as the  main “consumers” 

of fast feed milling, but stainless steel, titanium, 

and even high temperature superalloys can be 

successfully machined by the method as well. 

This in turn led tool manufacturers to introduce 

a variety of fast feed milling cutters in different 

forms. Indexable or solid in concept, they can 

have shank or arbor type design configurations, 

integral or modular body structures, and cutting 

geometry that varies according to the machined 

material group. 

ISCAR’s line of high feed milling cutters 

illustrates this diversity with almost dozens of 

fast feed mill families; today it is unique in the 

field with an extensive range of options. Already 

in the late 90’s, the company introduced a family 

of indexable tools with one-sided inserts for fast 

feed milling, and continued to expand their line 

by adding more indexable milling families,  with 

designs that provided added value to customers. 

In one case, the tools carried cost-beneficial 

double-sided inserts; in another,  an advanced 

cutting geometry considerably improved ramp-

down abilities for better performance in milling by 

helical interpolation. For applications requiring 

small-size cutters, the company developed 

FF solid carbide endmills and replaceable 

milling heads for the company’s “Multi-Master” 

products. Efficient use of HFM tools in face 

milling operations generated new demands, and 

the company not only introduced appropriate 

cutter families but suggested an original 

additional solution: the specially designed 

inserts. These inserts, intended for mounting 

in general-purpose cutters in the standard 

milling line, transform the latter to FF tools. The 

solution particularly won the recognition of small 

and medium manufacturers, as it allowed more 

effective usage of already purchased tools.

In its latest “LOGIQ” campaign, ISCAR introduced 

four new FF tool families and upgraded several 

existing lines. What was the motivation behind 

these developments? ISCAR is renowned for 

its commitment to innovations, driven by R&D 

advances and manufacturer needs.

The first noticeable feature of the new families is 

a substantial decrease in the size of indexable 

FF cutters. For example, the diameter range 

of FFT3-02 “NAN3FEED” endmills is 8-10 mm 

(.315-.394”) – “classical” dimensions for solid 

carbide tools. The company is confident that 

the indexable concept represents a competitive 

solution. These endmills are characterized by the 

original clamping method of miniature carbide 

inserts. The inserts do not have a traditional 

central through-hole that weakens the insert 

structure. A screw head, which acts as a wedge, 

secures the insert allowing insert indexing to 

be quick and simple. As the insert is very small 

in size, it is placed in the pocket via a key with a 

magnetic boss on the key handle. The proposed 

design ensures a multi-tooth tool configuration: 

2 and 3 teeth for diameters 8 and 10 mm (.315-

.394”) correspondingly; and 3 indexable cutting 

edges of the insert provide cost-effective using 

cemented carbide. 

Another example is “TANG4FEED”, a family 

of fast feed shell mills carrying tangentially 

clamped rhombic inserts. The mills are designed 

mostly for rough machining medium- and 

large-size cavities and pockets. The tangential 

clamping principle, combined with a dovetail 

profile of matching surfaces for secure insert 

mounting,  ensures a durable mill structure. The 

insert’s rhombic shape significantly improves 

mill  performance in ramping-down and side-

plunging operations. The TANG4FEED inserts 

are double-sided, resulting in 4 cutting edges.

The inserts of both mentioned families are 

provided in several cutting geometries for 

optimal milling of different engineering materials.

The variety of  HFM tool family options inevitably 

raises the question: “How to choose the most 

suitable tool?” In addition to ISCAR’s ITA (Iscar 

Tool Advisor) software, the company developed 

a quick tool selector guide,  a compass for 

manufacturers to find the most effective solution 

for fast feed milling.

The case of ISCAR’s HFM line is good evidence 

that developing FF milling cutters is still far from 

its high point. The newly introduced tool families 

offer logical answers to real manufacturer 

demands. HFM, as a productive method of 

rough machining, has optimistic prospects, and 

the metalworking industry will continue to require 

faster and faster milling cutters for high metal 

removal rates.

www.iscar.co.uk
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A Rugged Solution
for tough alloys

A direct-drive spindle motor and linear guideways on a milling centre enable high 

speed metalcutting, but that configuration does not lend itself to efficient machining 

of highly alloyed nickels like Inconel or Duplex and Super Duplex stainless steels. 

A gearbox drive and box ways are more appropriate, but they are difficult to find on 

smaller, C-frame, vertical machining centres (VMCs).

However LB Bentley, based at the Kingfisher 

Business Park in Stroud, part of the Severn 

Glocon Group, has identified an ideal platform 

for producing its subsea valves, and also its filter 

and dryer equipment, from tough materials. 

It is the AA1165 VMC with 1,100 x 650 x 600 

mm working envelope built by Toyoda joint co-

operation company WELE. One was installed at 

the start of January 2019 and a second is due for 

delivery shortly. The sales and service agent in 

the UK and Ireland for the Taiwanese machine 

manufacturer is Whitehouse Machine Tools, 

Kenilworth.

Although LB Bentley’s existing production 

equipment has served them well, the company 

wanted initially to replace two VMCs with new 

machines capable of meeting the tight positional 

tolerances and surface finish required when 

producing components from a range of difficult 

materials including 625, 718, 725, 825 and 925 

nickel alloys and Duplex/Super Duplex stainless 

steels.

One of the difficulties with the ageing VMC’s 

was the inability to mill by circular interpolation 

a sealing surface without four quadrants being 

visible and lines apparent at each change of axis 

direction, with the attendant risk of parts being 

rejected. Quality is paramount, with ± 1.5 µm 

dimensional accuracy and 0.4 mm Ra surface 

finish required.

The AA1165 machine, fitted with a high pressure 

(70 bar) coolant system, has proved itself easily 

capable of achieving the drawing tolerances 

when machining nickel and steel alloys. Features 

of the WELE that secure a combination of heavy 

cutting performance and precision finishing 

include two-speed, auto change gearbox drive 

to the 18.5/15 kW BIG Plus 8,000 rpm spindle, 

which delivers up to 469 Nm of torque, hand-

scraped square-section guideways, rigid 

construction, up to 10 m/min cutting feed rate 

and 36 m/min rapids in X and Y, 20 m/min in Z. 

The machine’s Fanuc 0i-MF CNC is already 

prepared for controlling a fourth axis, which is 

an optional extra offered by Whitehouse on the 

AA1165, whose 1,300 x 650 mm table has plenty 

of room at one end to accommodate it.

LB Bentley’s Operations Manager Andrew Kethro 

said, “We have been extremely pleased with the 

performance of our new machine. It is very rigid 

and the load monitor highlights that the machine 

can easily cope with the materials and depths of 

cut specified. So these machines should be well 

set to take us into the future, regardless of what 

the industry throws our way. 

“Our machinists have commented how quiet the 

machine is when cutting at high torques and low 

speeds, 1,500 rpm being a maximum here when 

milling our difficult alloys.

“With limited factory space here, the small 

footprint of the WELE is supporting our 5S 

initiative and the continuing improvements we 

are making on our shop floor.

IDSupplier FocusID Supplier Focus
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“LB Bentley looks forward to receiving a second, 

identical machine this Spring.”

Machine shop supervisor Tracey Harnden 

was part of the team tasked with sourcing the 

new capacity. He commented, “We shortlisted 

two alternatives to the WELE and asked both 

potential suppliers to run a trial using one of our 

existing programs for cutting an Inconel part.

“The spindle stalled on one machine, while the 

other company were unable to point us to a 

single user installation where their equipment 

cuts our type of alloys. 

“Other CNC mills we looked at were light, high-

speed models that were obviously unsuitable 

and the original supplier of the VMCs that are 

being replaced did not even call us back.”

Mr Harnden explained that Whitehouse carried 

out the cutting trial on LB Bentley’s material 

using the program and tooling from Stroud 

for the designated part, which initially needs 

rigorous fly cutting across the top of the billet. 

He witnessed the demonstration at the supplier’s 

technical centre in Kenilworth and noted the 

quietness of the process due to the machine’s 

rigidity and hence low levels of vibration. The 

latter attribute contributed also to the required 

accuracy of machining and surface finish being 

achieved.

A further point in WELE’s favour was the low 

spindle load when cutting the part. Operators in 

the Stroud factory extensively monitor the load 

meter on all machining centres so that they can 

see when it rises, indicating that a tool is wearing 

and starting to compromise accuracy.

Mr Kethro commented, “The service provided 

by Whitehouse has been excellent. They 

recognised and understood the requirements 

of the machine needed by LB Bentley and were 

able to prove its suitability during the trial. Details 

of other users worldwide were provided.

“They have also been supportive in making minor 

changes to the software in the Fanuc control to 

allow us to run our existing programs on the new 

machine. The second machine will be similarly 

modified.”

Mr Harnden added, “When it arrives and the two 

mills they are replacing have gone, there will 

only be Fanuc CNCs on the shop floor, making it 

easier for operators to move between VMCs and 

giving us a greater degree of flexibility to allocate 

jobs to the available resource.

“The 4-axis WELE centres will work around 

the clock five days a week and at weekends 

alongside seven other machining centres and a 

similar number of lathes”.

ID Supplier Focus

www.wmtcnc.com
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Quality & Metrology

A Decision of 
Speed and Precision 

Based at the heart of the Black Country in Wednesbury, West Midlands, AluCast Limited is an award-

winning aluminium foundry that is an acknowledged leader in the supply of high integrity structural 

parts. The company offers an all-embracing concept to production service, including full technical 

support throughout the manufacturing cycle. 

The ISO 9001:2015 and ISO/TS 16949:2016 

accredited company has the ability to 

manufacture castings of up to 50 kilograms 

in weight and has a weekly capacity of 

approximately 25 tonnes using both manual and 

automated production methods.

AluCast’s high-pressure die casting facility is 

able to manufacture castings of up to 3 plus 

Kilogrammes and can deliver high production 

rates of up to 200 castings per hour. Gravity 

Die production methods are widely used for 

the manufacture of medium to high volume 

production. This process uses a permanent 

mould resulting in a near net shape product. 

AluCast’s Sand casting production method can 

be employed for the manufacture of prototypes 

as well as for regular production items.

In addition to providing first-class foundry 

facilities, AluCast is able to manufacture fully 

machined parts to customers’ specifications in 

its well-equipped machining facility. The use of 

advanced machine tools, including 5 axis CNC 

capabilities, allied to the company’s skilled 

operators’ expertise in the machining of cast 

aluminium components, enables the supplying 

high-quality finished parts with tolerances 

measured in microns.

The drive for improved fuel efficiency has 

prompted the global automotive industry 

to develop ever lighter components. As a 

consequence, over the past decade AluCast’s 

advanced aluminium casting and machining 

provision has enjoyed impressive levels of 

growth. The company is now a major supplier 

to the demanding automotive sector, products 

currently produced by AluCast includes 

structural, under-body auto parts, hydraulic 

valves and vacuum parts, as well as traditional 

gearbox housings that require special strength 

characteristics.

To ensure that the company’s 100+ skilled 

workforce are able to keep pace with increasing 

demands, significant investments have recently 

been made in innovative casting plant and high-

quality machine tools.

To help the company’s important inspection 

provision keep-pace with its increased 

production volumes, AluCast Quality and 

Technical Director, Martin Haynes recently 

began a search for an accurate, yet speedy 

metrology solution. Rather than Martin find the 

ideal metrology answer to AluCast’s inspection 

needs, the ideal metrology solution found Martin!

After been tasked with casting a range of urgently 

required prototype parts for an important 

customer, AluCast completed all of the relevant 

casting processes in record time. Having been 

told that their parts were now ready except for 

the required dimensional inspection process, 

and that this process would take another day, 

the customer suggested that, to speed-up the 

parts’ delivery, they would visit AluCast’s facility 

and perform on-site inspection with their own 

FARO ScanArm. 

Impressed by the speed of set-up the FARO 

equipment so soon after the customer’s arrival, 

and the FARO ScanArm’s ability to quickly scan 

each of the components and gather all of the 

required accurate data, Martin Haynes was 

convinced that a FARO ScanArm was the ideal 

answer to AluCast’s challenging dimensional 

inspection needs.

Martin explained. “Although, prior to witnessing 

our customer’s FARO ScanArm in action, 

we were considering several inspection 

options from major metrology companies, 

the outstanding performance of the FARO 

equipment persuaded us that this was the 

way to go. As well as being impressed by the 

dimensional accuracy achieved and the clear 

presentation of the captured data, we were 

astonished at the equipment’s phenomenal 

speed of operation. In fact, we estimated that 

the inspection results our customer achieved in 

just one hour, would have taken us over eight 

hours with the use of our existing equipment.  In 

addition to the performance of the ScanArm, we 

received excellent reports from our customer 

related to the levels of customer service they had 

received from FARO UK. 

“Soon after our customer’s visit, to help 

confirm our opinion we organised a practical 

demonstration of a FARO Edge ScanArm® HD 

on a wide cross section of both our cast and 

machined components. As previously witnessed, 

FARO UK’s Sales Engineer was able to quickly 

set the instrument up and to complete rapid, 

precise scanning routines on each of the parts 

we presented. Confident of the Edge ScanArm 

HD’s capability, an order was soon placed with 

FARO UK.

“Having recently taken delivery of a FARO Edge 

ScanArm HD, I attended a FARO UK training 

course along with two of our operators, the 

simplicity of the device enabled us to quickly 

master its controls. In the first weeks of using our 

Edge ScanArm HD, it helped that we had access 

to FARO UK’s telephone helpline. Although we 

have only needed to use this facility on a couple 

of occasions, both times we received prompt 

replies and were quickly guided through each 

process.

“Our FARO Edge ScanArm HD has delivered on 

all of the promises made by the staff of FARO 

UK in terms of simplicity, accuracy and speed 

of use. As well as the inspection processes we 

purchased the FARO ScanArm for, each day 

we are finding new uses for it. So important to 

our inspection provision has it become, we now 

wonder how we managed without our new FARO 

Edge ScanArm HD.”

The compact, easy-to-use FARO Edge ScanArm 

HD combines the convenience of a FaroArm 

with the power of a Laser Line Probe (LLP) HD, 

creating a flexible, high performance contact/

non-contact portable measurement system. 

Part of FARO’s popular ScanArm product range, 

the advanced Edge Scan Arm HD provides 

point cloud capture with rapid speed, superior 

resolution and high accuracy.

Advanced functionalities allow Edge ScanArm 

HD users to seamlessly scan across diverse 

surface materials regardless of their contrast, 

reflectivity or part complexity, without the need 

for the application of special coatings or target 

placements.

Although relevant to endless other applications, 

common Edge ScanArm HD uses include reverse 

engineering, part certification, prototype part 

scanning, first article inspection, on-machine 

inspection, in-process and final inspection.

The Edge ScanArm HD’s extra wide scan 

stripe and fast frame rate helps to boost users’ 

productivity by increasing coverage and 

reducing scanning time. Also, the compact and 

easy to use instrument dramatically reduces 

required training times due to advanced features 

such as a crosshair feature and a rangefinder 

which provides real-time scanning feedback. 

Reliable, repeatable and highly accurate 

measurement data is delivered with confidence 

as a result of the FARO Edge ScanArm HD 

superior optical performance. Intricate 

components can be captured in fine detail as a 

result of the Edge ScanArm HD’s 2,000 actual 

points per scanline and the use of a new blue 

laser that features noise reduction technology.

IDQuality & Metrology

www.faro.com 
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UK-Irish Trade Relations to the Fore 
for Manufacturing Solutions Ireland 2019    

UK-Irish trade relations are to the fore of this year’s Manufacturing Solutions Ireland 

event, as the manufacturing supply chain roadshow and conference, hosted by GTMA and 

Limerick Institute of Technology (LIT), has already confirmed more than 100 exhibitors and 

participants from both sides of the Irish Sea.

The popular supply chain roadshow and conference, 

now in its third year, will take place from 8.30am 

on June 12, 2019 at LIT, Moylish Campus. For the 

first time ever Manufacturing Solutions Ireland will 

include a one-to-one ‘Meet-the-Manufacturer’ 

brokerage event.

In collaboration with the Enterprise Europe Network 

(EEN) Northern Ireland and Enterprise Europe 

Network Ireland, the brokerage event will be held in 

LIT in parallel to Manufacturing Solutions 2019. Key 

manufacturing companies will have the opportunity 

to meet suppliers during effective one-to-one 

meetings in a structured and managed event. 

Manufacturing Solutions Ireland 2019 has also 

expanded to include a special designated zone for 

Irish SMEs organised by the PTMA (Precision Turned 

Parts Manufacturers Association) that will highlight 

members’ capabilities, products and services as 

a collective body. An Energy Efficiency in Industry 

Conference will also be co-hosted at the event for 

the first time.

Over the past three years the event has grown to 

become one of the most significant dates in the 

calendar for the leading providers of metrology, 

inspection, machine tools, workholding, cutting 

tools, and CAD/CAM/PLM manufacturing software 

and ancillary products and services providers on 

both sides of the Irish Sea.

The importance of this year’s event, so close to the 

Brexit deadline of October 31, 2019 is not lost on the 

organisers or participants as early registration is at 

an all-time high.

GTMA CEO, Julia Moore, says: “When we brought 

Manufacturing Solutions to LIT for the first time 

in 2017, we were very aware of the importance of 

creating strong working relationships between Irish 

and UK companies as we approached Brexit, but 

what we achieved far surpassed those hopes. 

“The enthusiastic response we have received from 

the engineering and technology businesses based 

in the UK and Ireland, that constitute the exhibitors 

and visitors alike, highlights the value of this quickly 

established key event in the industrial calendar.

“Manufacturing Solutions Ireland has earned a 

strong reputation for bringing together all the 

leading technology suppliers from Ireland, the UK 

and indeed Europe. Though this event the GTMA 

and LIT are providing an ideal conduit for the 

transfer of technology from the specialist suppliers 

to the practical industrial landscape, where its take-

up and practical application can be used to gain a 

competitive business advantage.”

President of LIT, Professor Vincent Cunnane, 

adds: “LIT is delighted to once again host the 

GTMA conference and trade show, Manufacturing 

Solutions. Limerick Institute of Technology is a 

higher education institution that plays a leading 

role in ensuring that manufacturing in the Mid West 

region of Ireland continues to have the ability to 

adapt, change and remain at the cutting edge when 

it comes to technology. 

“GTMA brings all the leading technology suppliers 

together, so that industry can also benefit from our 

collective knowledge, products and technology. We, 

at LIT, are therefore delighted to be part of an event 

that not only allows us to build strong partnerships 

but facilitates an exchange of ideas.”

Manufacturing Solutions 2019 is also supported by 

PTMA, Enterprise Ireland, Fáilte Ireland, Limerick 

Chamber, Shannon Chamber and Regional Skills. 

The event will take place in LIT, Moylish Campus on 

Wednesday June 12, 2019 from 8.30am to 5pm.

www.manufacturingsolutions.ie
www.gtma.co.uk  
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Where aerospace leaders 
get down to business

IDExhibition PreviewID Exhibition Preview

The 53rd International Paris Air Show organised by the SIAE will take 

place at the Le Bourget Parc des Expositions from 17 to 23 June 

2019

Once again the show will bring together all the players in this global 

industry around the latest technological innovations. The first four 

days of the Show will be reserved for trade visitors, followed by 

three days open to the general public.

This biennial event, now over a hundred years old, is the largest 

and longest-running aerospace trade show in the world. Since its 

launch, the Show has been at the very heart of developments in 

the global aerospace market, for which it has become the most 

important meeting place over the years. Open to professionals and 

the general public alike, it inspires a large number of vocations.

Each time the show is held, more than 150 aircraft are presented to 

visitors.

A number of there are involved in the flying displays held each 

afternoon. These displays, which are always spectacular and often 

amazing, are one of the show’s high points, giving exhibitors the 

opportunity to showcase their technological expertise and allowing 

visitors to discover the latest innovations.

United. Experienced. Metal Cutting.
The CERATIZIT Group has brought together four of the World’s leading 

competence brands - Cutting Solutions by CERATIZIT, KOMET, WNT and 

KLENK which forms the new TEAM CUTTING TOOLS as a global full 

solution supplier within the cutting industry.

TEAM CUTTING TOOLS will use its attendance at the International Air Show 

in Paris to highlight its expertise in the aerospace industry.

At the Paris Air Show visitors will also gain an insight into a specific product 

ranges that play an important role in the aerospace sector. One of these 

solutions is the optimised milling tool MaxiMill211–K, which is especially 

suitable for production requirements of the aerospace industry. The 

MaxiMill 211-K features inserts and geometry that creates a clean cut and 

permits high cutting rates, as well as optimising cutter stability. Process 

reliability and quality 

is guaranteed through 

an integrated chip space that 

delivers optimal chip clearance.

CERATIZIT look forward to 

informing and updating all visitors in 

Hall 3 Stand B38 

www.ceratizit.com

Aerospace Experts can talk to 
Aerospace Experts
From the largest structural parts to the smallest workpieces, 
including blades and blisks, and in all materials especially 
aluminium and titanium, Starrag’s display at Le Bourget 
will demonstrate how the company can provide machining 
solutions for the global aerospace market.

Underpinned by guaranteed uptimes (up to 96%) and lowest piece part costs, 

whether the need is for a large-capacity Ecospeed five-axis machining centre 

or the smaller capacity five-axis Heckert 500 X and STC 800 X machining 

centres - and including the dedicated blade (LX) and blisk (NB) machines - 

Starrag has unrivalled expertise in meeting all machining demands in the most 

cost-effective and productive manner. 

With a vast product range of machines available under the Starrag brand - 

Berthiez, Bumotec, Dörries, Droop+Rein, Ecospeed, Heckert, Scharmann, 

SIP and Starrag – and a world lead in Industrie 4.0 strategies, the Starrag stand 

will be manned by like-minded experts who have only one thing on their minds 

– ‘Engineering precisely what you value’.

www.starrag.com

CGTech to show 
expanding range of 
Aerospace Applications 
Throughout the show, CGTech will be demonstrating VERICUTs 

Force optimization module. Force, which now offers optimization 

capabilities for both milling and turning operations, reduces 

machining times by as much as 30-70% while also extending 

the life of cutting tools.  Force is a physics-based optimisation 

method that determines the maximum reliable feed rate for a 

given cutting condition based on four key factors: force on the 

cutter, spindle power, maximum chip thickness, and maximum 

allowable feed rate. It calculates ideal feed rates by analysing 

tool geometry and parameters, material properties of the stock 

and cutting tool, detailed cutting tool geometry, and VERICUT 

cut-by-cut contact conditions

CGTech will also be demonstrating the latest versions of 

VERICUT Composites Programming (VCP) & Simulation (VCS) 

Software.  The aerospace industry continues to push for 

lighter, faster, and more cost-effective parts and to support 

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

Visit CGTech in Hall 4, Booth E120 www.cgtech.co.uk 
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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.

Find out how OSL Cutting Technologies reduced the swarf in the 

oil of their grinding machine by 90%!

Happy to be at the MTA’s Additive & Digital 

Seminar today, meeting all the delegates 

and talking about #digitalmanufacturing. 

Thanks to @JaguarUK for hosting 

#AdditiveManufacturing #digital #ukmfg
@EclipseMagnetic

@SeikiSoftware

An exciting day at our Warton site in Lancashire as our people 

get up close and personal with the future of Combat Air 

#GenerationTempest

We’re excited to confirm that Ian Warhurst, the Yorkshire 

#engineering entrepreneur behind the resurrection of @

Bloodhound_LSR will be appearing at @TheEngineerUK

conference on 4th June as part of Subcon. Register now for a 

free visitor pass! #subconshow

Our OTIM Event at @TheAMRC was a huge success:

“Today we have seen fine examples of how a machine tool manufacturer 

and cutting tooling supplier work together to produce manufacturing 

solutions” says Paul Shuttleworth from Holygate Aircraft Components.

@BAESystemsAir

@SubconShow

@StarragGroup




