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The latest Metrolog X4 software from 

Metrologic Group is designed to provide 

metrology professionals with a cohesive, 

single software platform that works with 

any type of measuring device technology. 

Metrologic Group has for many years been 

the leading developer of device independent 

software, such that users only have to learn 

one software solution irrespective of the 

measuring system that is being used, the 

complexity of the measuring application, or 

the type of data that will be utilised. 

Read more on P.26
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RK International Machine Tools 

reputation has been further 

enhanced by the addition of the 

Mini and Maxi ranges of travelling 

column surface grinders from 

its long-term principal, Delta 

s.p.a. The Italy-based grinding 

specialist’s Mini and Maxi range of 

travelling column surface grinders 

to UK-based customers through 

RK International, exclusive UK 

and Irish agent.

The Mini range encompasses 

three machines with maximum 

grinding areas ranging from 800 x 

550 mm through to 1600 x 650 

mm, while the more expansive 

Maxi range features 15 models 

from 1200 x 775 mm to 3000 x 

1100 maximum grinding surface. 

Features of both ranges include 

the use of a stabilised Meehanite 

cast-iron structure for maximum 

rigidity and grinding performance. 

Each machine also benefits from 

hydrostatic support on all machine 

slideways which generates zero 

friction and eliminates wear in 

order to maintain accuracy over 

extended periods of operation, 

with finished component 

quality further enhanced by the 

elimination of stick/slip. 

www.rk-int.com 

Travelling Column Machines 
Expand Customer Choice WNT has announced an expansion of 

its range of MiniMill carbide grooving, 

back-chamfering and thread milling 

cutters. New geometry developments 

will deliver improved performance, 

surface quality and process security 

when milling grooves and slots.

The changes to the geometry include 

‘Twisted teeth’ that create a much 

softer cut as the cutter enters the 

material, in addition this cross-

pitch on the cutting edges helps in 

reducing vibration, even where large 

overhangs are required to access the 

component being machined or the 

part has thin walls or maybe unstable. 

The cross-pitch design also aids 

swarf removal, which in turn improves 

surface quality of the machined part 

eliminating the need for finishing cuts 

in many applications. By efficiently 

removing swarf from the work area 

the new geometry also enhances tool 

life and process security.
  

The extended range is available in 

WNT’s proven CWX500 grade of 

carbide, which is renowned for its 

exceptional toughness/hardness 

ratio, making it an ideal all-round 

grade for a wide range of materials 

including steel, stainless steel, cast 

iron and non-ferrous materials. 

www.wnt.com

A New Twist With MiniMill

Since opening their Technology 

Centre based in Milton Keynes, 

in November 2016, SolidCAM 

UK have been holding a series 

of successful “Total Solution” 

Seminars, demonstrating the 

power of SolidCAM CAD/CAM 

and the revolutionary, unique 

and patented SolidCAM 2D/3D 

iMachining module. SolidCAM 

provides seamless single window 

integration with full associativity 

to the SolidWorks design model, 

and SolidCAM iMachining saves 

70% and more in CNC machining 

time and drastically extends tool 

life. 

Live cutting demonstrations to 

show the bottom line benefits of 

SolidCAM iMachining were carried 

out using a Romi D-800 Vertical 

Machining Centre (VMC) kindly 

supplied by ‘Romi Machines 

UK Ltd’, work-holding supplied 

by ‘Machine Tool Accessories 

(MTA)’, and ‘Hoffmann Group’, 

and cutting tools provided by 

‘Hoffmann Group.’ 

The next  “Total Solution” seminar 

is due to take place on 27th June 

2017,  contact info@solidcamuk.

com for more information 

www.solidcamuk.com 

“Total Solution” Seminars KASTO has introduced a new tower 

to provide a compact, standardised 

solution for automated storage and 

retrieval of pallets and flat material. 

Advantages of the system, called 

KASTOecostore, are its low space 

requirement, high storage density, 

short material access times and 

value for money. 

The store accommodates material 

up to 1,500 mm deep by either three 

or four metres wide. Both types are 

available with a load capacity per 

station of either 1.2 or three tonnes. 

System height can be specified by 

the customer from 3.1 metres to 

8.0 metres. The same applies to the 

level at which loading and unloading 

takes place, as users can select 

different heights up to 950 mm. 

Besides being suitable for storing 

sheet metal in a wide range of 

sizes, KASTOecostore can also 

hold euro-pallets and stillages. 

This makes it ideal for applications 

involving different materials in 

small businesses, workshops and 

maintenance shops. It can also 

be used as a buffer store between 

production areas in factories, close 

to machinery if necessary.

www.kasto.com

Storage Tower For Sheet Metal Is 
Compact And Economical

Nadine Crauwels has been appointed 

as the new President of Sandvik 

Coromant and will be responsible for 

continuing to develop the company 

as the leading supplier of tools, 

tooling solutions and know-how to 

the manufacturing industry. 

Nadine has a solid background with 

Sandvik Coromant, having previously 

worked as Vice President and 

Head of Customized Solutions and 

Strategic Relations. She has had roles 

within sales, product management 

and production introduction and 

also as Sandvik Coromant Manager 

for Switzerland. Nadine joined the 

company in 2000 and has more 

than 22 years’ experience in the 

manufacturing industry.

“I am very pleased that Nadine 

will take on this new role since she 

is a solid and modern leader with 

extensive knowledge and experience 

from our industry. Her leadership, 

along with the strong team in Sandvik 

Coromant, makes me feel highly 

optimistic for the future development 

of Sandvik Coromant,” says Klas 

Forsström, President of Sandvik 

Machining Solutions, who previously 

held the position as President of 

Sandvik Coromant.

www.sandvik.coromant.com

Sandvik Coromant appoints 
new President

Elena Izvolensky, linear friction 

welding process engineer at 

KUKA Systems UK, is using her 

expertise to help develop an 

advanced manufacturing system 

for joining  structural airframe 

parts. She is a member of the TiFab 

project team which is studying 

ways in which aero companies 

can make major savings on 

component raw material costs by 

adopting innovative production 

technologies.

The three-year, £2.6m 

programme, which comprises 

KUKA, CAV Advanced 

Technologies, Ten Solutions 

and The Welding Institute, is the 

largest-ever research assignment 

backed by Innovate UK for 

developing cost-effective titanium 

alloy airframe parts.

Multi-lingual Elena, who has 

degrees in mechanical design 

High-Flying Role In Aircraft 
Parts Study

Tipping Point For Additive

from the University of Technology 

of Compiègne and design of 

rotating machines from Cranfield 

University,  is involved in a range 

of tasks such as performing weld 

trials, inspecting components and 

liaising with management, design 

and production team members.

She joined Halesowen-based 

KUKA in 2012 as a design 

engineer and moved to its linear 

friction welding department in 

2015 where she works on a 

variety of projects for major OEMs 

and Tier 1 suppliers.

www.nearnetshape.co.ukAny business that uses the telephone 

for communication stands to benefit 

from cloud-hosted telephony. 

Cost savings and improvements in 

efficiency apply across the board, 

but the manufacturing sector can see 

particular benefits.

Very few manufacturers operate in 

isolation. Most are part of a longer 

chain of suppliers and customers, 

all dependent on one another 

for timely deliveries and reliable 

communication. A hosted phone 

system can mean that multiple 

sites can remain in regular contact 

with one another without running 

up huge bills, since calls between 

different sites in the same group 

count as internal – free – calls. The 

flexibility of a hosted system also 

means that disaster recovery policies 

can be implemented quickly, and 

even preset to minimise disruption. 

Calls can easily be rerouted to 

other destinations, should a site be 

unreachable.

Connect it specialise in hosted 

phone systems. We have years of 

experience in installing and managing 

these services, as well as acting in an 

advisory capacity for manufacturers 

looking to improve the performance 

of their communications networks. 

If you want to future-proof your 

communications, we are ready to 

listen! 

www.connect-it.co

Connecting the Manufacturing Sector

According to a new survey 

by Subcon 2017, additive 

manufacturing is on the verge of 

breaking through as a mainstream 

production process.  Nearly 

a quarter of the respondents 

said that they use additive 

manufacturing or 3D printing for 

production components and 85% 

said they expected to do so in 

the next five years. Just a year 

ago only 21% said they would 

use additive manufacturing for 

production components in the 

next five years and 35% said they 

might.

This trend is opening up a 

new market for subcontract 

manufacturing services, as a 

third of respondents said they 

would use an external supplier 

to produce these components. 

Of those companies that already 

have components produced by 

additive manufacturing, 37% use 

an external supplier.

Subcon runs from 6 to 8 

June alongside the Advanced 

Manufacturing Show and The 

Engineer Design and Innovation 

Show at the NEC, Birmingham. 

The disruptive transition that 

additive manufacturing promises 

in component production is a 

featured topic in the two free-to-

attend conference streams that 

run alongside the three shows. 

www.subconshow.co.uk
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Mollart Engineering closed its 

first year of trading following its 

management buyout with a strong 

order book for 2017 in each of its 

sectors of operation of machine 

tools, subcontract machining and 

tooling. With the start of its second 

year it is announcing plans to 

create more skilled jobs following 

positive reporting on each of its 

business targets through 2016.

The buyout management team of 

Chris Barker, Mike Pragnell, Ian 

Petitt, Wayne Thomas and Jon 

Upton is responding to growth 

opportunities by increasing 

its workforce of 130 people 

by recruiting additional skilled 

engineers at both the Chessington 

headquarters and the Resolven 

production centre in South Wales.

Precision measurement expert 

Bowers Group has launched its new 

mobile metrology centre offering on-

site customer demonstrations on a 

wide range of metrology equipment. 

The mobile centre will travel around 

the UK showcasing high quality 

optical inspection systems including 

the Baty Venture Vision System and 

the Sylvac Scan optical measuring 

machine. 

Also on display and available for 

demonstrations are the Accretech 

Surfcom Nex and Rockwell hardness 

tester, along with the Trimos V5 

Height Gauge. In addition, customers 

will have the chance to see a range 

of Bowers Bore Gauges and Sylvac 

Bluetooth hand tools.

The Bowers team of metrology experts 

are visiting a selection of UK based 

locations over the coming weeks, starting 

in Scotland, and offering exclusive 

on-site customer demonstrations for 

convenience and ease. 

As a result of the profitable first 

year of trading and potential 

through 2017, Mollart is planning 

to issue bonus payments 

to the workforce which said 

Sales Director Ian Petitt: “This 

reflects the very positive input 

by the whole team to support 

the business with help given to 

improve efficiency, customer 

support and productivity as 

we take up the opportunities 

especially in overseas markets.”

www.mollart.com

Bowers Group UK Sales Manager 

Martin Hawkins said; “The 

Mobile Metrology Centre is a 

fantastic addition to our services, 

allowing customers to enjoy on-

site demonstrations by our team 

of knowledgeable metrology 

experts. We are very much looking 

forward to meeting customers and 

demonstrating our ability to develop 

effective measurement solutions for 

both standard and non-standard 

applications.”

For more details on how Bowers 

Group can provide you with an 

on-site demonstration, please get 

in touch with Bowers Group UK 

Sales Manager Martin Hawkins at 

mhawkins@bowersgroup.co.uk

Mollart Moves Into Second 
Year With Positive Results

Bowers Group Launch Mobile 
Metrology Centre

For three days during mid-

June visitors to the TRUMPF 

2017 Open House will see how 

TRUMPF continues to innovate 

to help UK manufacturers be 

competitive and successful. 

They will be introduced to what’s 

new in TRUMPF punching, 

laser and bending technologies 

and be invited to take part in a 

programme of seminars focussed 

on efficient and smart production.

The event will mark the UK 

launch of the TruMatic 1000 

fiber, a new laser machine that 

comes with additional punching 

and forming functionality. Thanks 

to its extended capabilities, the 

machine is highly cost-effective 

and provides exceptional 

production flexibility. Introduced 

at last year’s EuroBLECH in 

Germany the TruMatic 1000 fiber 

machine has already attracted a 

lot of attention in the UK and the 

first model will be installed at a 

Bedfordshire fabricator in May.

Register for this free event http://

www.trumpf.com/s/open-house

TRUMPF OPEN HOUSE

This specialist range of High 

Pressure Springs from Lee Spring 

save space to enable compact 

product design by combining an 

unusual range of performance 

characteristics to suit small 

applications with high loading 

requirements. They match small 

physical size with high force 

capacity operating over short 

distance and small deflections.

High Pressure Springs feature 

heavier than normal gauge wire 

in a smaller than normal diameter 

compression spring configuration. 

They are the compression spring 

of choice for ball detent fixtures, 

quick change tooling, switches, 

safety relief valves, electrical 

High Pressure Springs

contact actuation, vice clamps, 

toys and many production line 

fittings or accessories.

The comprehensive catalogue 

range is offered in many ex-stock 

sizes with options of 300, 400 and 

500 psi pressure ratings. They are 

only available in type 17-7 PH 

stainless steel with preset, and 

are shot peened and passivated 

for enhanced performance. 

www.leespring.co.uk 

After months of hard work and 

dedication, MSC is pleased to 

announce they have achieved the 

latest ISO 9001:2015 standard. 

This global standard means you 

can trust that the items you order 

from MSC are handled, packed 

and shipped properly and arrive 

the way you expect. 

This achievement ensures 

suppliers and customers can 

have the confidence in knowing 

that MSC is consistently meeting 

high standards and delivering best 

in class service.

Mike Almond, Managing Director 

at MSC commented: “We’re 

delighted to have been accredited 

to ISO 9001: 2015 Certification. 

Our aim has always been to 

maintain our high standards of 

quality for our customers. As a 

value-led business, it’s a huge 

achievement to be recommended 

for this certification ahead of 

the required timeframe. Having 

accomplished this transition so far 

in advance of the recommended 

timeline also separates us from 

other national competitors.”

www.mscdirect.co.uk

MSC Industrial Supply achieves 
ISO 9001:2015

The new lathe chuck catalogue from 

SCHUNK is now available. It offers 

you everything you need to know 

about the most versatile lathe chucks 

on the market at a glance. From 

the universal manual lathe chuck to 

power lathe chucks with jaw quick-

change systems and maximum 

clamping forces, SCHUNK offers 

lathe chucks for every application.  

The catalogue features products 

based on outstanding quality with 

innovative technology and more than 

40 years of know-how resulting from 

decades of experience of our highly 

specialized employees. In addition 

to new products, such as the ROTA 

NCX for lathes with short-stroke 

cylinders, the ROTA NCE which is 

particularly suitable for large-scale 

production due to its high process 

dynamics, and the ROTA-S flex in 

weight-optimized design, which 

provides more space for heavy 

workpieces, the catalog also contains 

a wide range of accessories. 

www.schunk.com

SCHUNK Publishes New Lathe 
Chuck Catalogue

Klartext, the in-house magazine 

published biannually by HEIDENHAIN 

to present to manufacturers and end 

users the capabilities of its TNC 

control systems and probes, is 

now available as an app for mobile 

devices. It can be downloaded for 

Android and Apple devices via their 

respective online stores.

The app was developed to make the 

publications more widely available to 

readers globally and to provide easy, 

mobile access to industry-leading 

news and comment on CNC systems 

and their applications. Information is 

available in many languages and both 

App For Heidenhain’s In-House Magazine

2016 issues are published in English, 

German, French, Italian, Spanish and 

Russian. Readers simply select their 

preferred language in settings.

www.heidenhaingb.com

Vero Software has launched the latest 

version of WorkNC – a specialised 

CAD/CAM solution for 2- to 5- axis 

machining. 
  

WorkNC 2017R2 takes advantage 

of the latest improvements made to 

Vero Software’s Waveform Roughing. 

WorkNC Brand Manager Miguel 

Johann says: “Faster and safer 

than ever, the Waveform strategy 

significantly improves standard 

roughing technologies with its 

consistent material removal, while 

increasing the tool and machine 

service life.”

Waveform Roughing takes further 

strides in 2017 R2 by reducing 

machining times as well as improving 

cutting conditions. Toolpath 

optimization is achieved by taking 

tool load into consideration, during 

intermediate Z-step calculations. 

“The Waveform technology has 

been designed to perform roughing 

operations at very high speeds and 

requires toolpath security control.” A 

new option allows users to force the 

initial lead-in and the final lead-out 

to a secure point above the stock 

in case of a difference between the 

virtual stock and the real stock on the 

machine. 

“WorkNC 2017R2 also fulfills the 

users’ quest for further time savings 

and optimal surface quality.”

www.vero-software.com 

WorkNC Significantly Improves Roughing
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Sumitomo Electric Hardmetal’s 
Latest Developments
Five insert edge preparations 

for different hard metal turning 

applications when using 

Sumitomo Electric Hardmetal’s 

latest developments, BNC2010 

and BNC2020 cubic boron nitride 

(CBN) inserts, enable specific 

process situations and problems 

to be overcome giving higher 

stability and greater operational 

consistency.

BNC 2010 has been developed to 

provide high precision contouring 

and machining with cutting 

speeds between 80 and 300 m/

min.  It is based on a high wear 

resistant CBN sub platform with 

multi-layers of TiCN that improves 

resistance to notch and flank 

wear, enables high orders of 

surface finish to be obtained and 

is especially efficient at removing 

carburised layers.

BNC2020 is more suitable for 

general purpose turning and 

interrupted surfaces at speeds 

between 60 and 200 m/min.  It 

has a tough CBN base with 

a specialist adhesion layer to 

provide higher wear and chipping 

resistance through the TiAlN 

coating. 

http://www.sumitool.com/en/

Vero Software has launched the latest 

version of WorkNC – a specialised 

CAD/CAM solution for 2- to 5- axis 

machining.

WorkNC 2017R2 takes advantage 

of the latest improvements made to 

Vero Software’s Waveform Roughing. 

WorkNC Brand Manager Miguel 

Johann says: “Faster and safer 

than ever, the Waveform strategy 

significantly improves standard 

roughing technologies with its 

consistent material removal, while 

increasing the tool and machine 

service life.”

Waveform Roughing takes further 

strides in 2017 R2 by reducing 

machining times as well as improving 

cutting conditions. Toolpath 

optimization is achieved by taking 

tool load into consideration, during 

intermediate Z-step calculations. 

“The Waveform technology has 

been designed to perform roughing 

operations at very high speeds and 

requires toolpath security control.” A 

new option allows users to force the 

initial lead-in and the final lead-out 

to a secure point above the stock 

in case of a difference between the 

virtual stock and the real stock on the 

machine. 

“WorkNC 2017R2 also fulfills the 

users’ quest for further time savings 

and optimal surface quality.”  

www.vero-software.com

WorkNC Significantly Improves Roughing

Established in 2007 by Dr Phil Carroll, 

LPW Technology Established in 2007 

by Dr Phil Carroll, LPW Technology 

Ltd is this month celebrating 10 

years of developing, processing 

and supplying high quality metal 

powders and creating innovative 

software solutions for the Additive 

Manufacturing (AM) industry.
 

“In the last decade LPW has seen 

rapid growth,” says Phil.  “We 

value our ability to think ahead.  

The company has developed a 

comprehensive range of products 

and services, including the 

development of new alloys, and of 

PowderLife, an innovative suite of 

hardware and software systems that 

control risk in critical manufacturing 

processes for industries including 

aerospace, automotive, biomedical 

and energy.

Growing from a one-man operation 

in 2007, LPW currently has 74 highly 

skilled employees world-wide, has 

created 54 new positions over the 

last two years, and has a thriving 

apprenticeship program.  Later this 

year it will move to a £20 million 

purpose-built ‘factory of the future’ in 

Widnes, and expects to recruit to up 

to 120 new team members by mid-

2019. 
 

“We’ve undertaken a program of 

continuous R&D so that we can 

better support our clients, and as our 

knowledge continues to increase, so 

we’re benefitting from the growing 

market for an innovative, customer-

focused powder supplier that is 

always anticipating the future needs 

of the industry”.

www.lpwtechnology.com

10 years of Additive Manufacturing innovation

Renishaw is pleased to announce 

the signing of an agreement with 

FalconTech Co., Ltd. as a Solutions 

Centre partner and distributor for 

its additive manufacturing (AM) 

technology in China. Located in Wuxi, 

Jiangsu province, FalconTech is a 

technology and innovation company 

focusing on the rapid manufacturing 

of high performance components 

for aerospace, biomedical, marine, 

chemical and other engineering 

applications. 

Under the partnership, FalconTech 

will set up an Additive Manufacturing 

Solutions Centre in Wuxi using 

Renishaw’s latest AM systems and 

supported by Renishaw’s extensive 

expertise in manufacturing solutions. 

FalconTech will also purchase 

ten RenAM 500M metal additive 

manufacturing systems over the next 

18 months, with the first three units to 

be installed by the end of July 2017.

“We are excited to be a Renishaw 

Solutions Centre partner in China,” 

said Mr Shen Yu Lan, Managing 

Director of FalconTech Co., Ltd. 

“Combining FalconTech’s expertise 

in aerospace with Renishaw’s 

technology and manufacturing 

expertise, the Additive Manufacturing 

Solutions Centre can create a 

platform on which we can work in 

close partnership with customers to 

help them realise the benefits of AM 

in their products and manufacturing 

processes.”

For further information visit 

www.renishaw.com/additive

Renishaw Announces New Solutions 
Centre Partner And Distributor

Starrag UK has enhanced the 

number of machines it has in-situ 

on the Advanced Manufacturing 

Park with a seven-axis Bumotec 

s191 linear CNC turn-mill centre 

being installed at the AMRC with 

Boeing Centre.

This Swiss-built machine has 

linear drives and high-level 

thermal stabilisation that achieves 

machining accuracies of 2.5 

microns in the six-sided single 

set-up machining of even the 

most complex workpieces within 

the X, Y and Z axes capacity 

range of 400 mm, 200 mm and 

410 mm, respectively.

Seven-Axis Turn-Mill Centre Joins 
Advanced Manufacturing Park

A New Family Of Turning Inserts

According to Dr David Curtis, 

Technical Fellow at the AMRC with 

Boeing Centre: “The Bumotec 

s191 gives us opportunities 

to develop revolutionary new 

machining processes in any 

material and for any sector. We 

are now looking for projects 

where we can take small, complex 

components and develop 

optimised, cost-saving solutions 

that add value to UK industry.”

The development team at 

Sumitomo Electric Hardmetal 

has released AC6000M, a new 

series of turning insert grades and 

three chipbreaker styles to cover 

roughing, semi-finishing and the 

finish machining of ferritic high 

chrome, Martensitic, austenitic, 

two-phase austenitic/ferritic 

materials as well as precipitation 

hardening stainless steels.

The range comprising AC6020M, 

AC6030M and AC6040M inserts 

are suitable for continuous, light 

interrupted and heavy interrupted 

cutting conditions at speeds up to 

250m/min demonstrating longer 

in-cut tool life, high resistance to 

wear and chipping.  Thus they are 

able to create a stable machined 

surface compared to more 

conventional insert grades used 

on stainless steel materials.

Meanwhile, the three types of 

chipbreaker NEF, NEG and NEM 

help to manage the chipping 

process across the insert grades, 

enhance performance and reduce 

wear on the insert when cutting 

difficult materials.

www.sumitomotool.com

The latest addition to the Mitsui Seiki 

Vertex 5-axis simultaneous control 

series of vertical machining centres 

introduces a multi-sensor thermal 

growth monitoring system MAMS 

(Mitsui Accurate Milling Support) 

that enables enhancements in 

accuracy by creating up to a 35 

per cent improvement in minimising 

Z-axis thermal displacement against 

previously used machine tool 

technologies.

Able to produce 5-axis cycles on 

workpieces within an envelope 

Industrial component and 

standard machine element 

manufacturer Elesa recently 

launched their new CFAX plastic 

hinge in high resilience polyamide 

technopolymer designed for 

enclosures, cabinets and machine 

access panels. The CFAX range 

offers wide angle opening (215°) 

and secure rear mounted fixing in 

a range of sizes (40mm, 50mm, 

65mm).

They are notably rigid in situ which 

derives from their multi-leaf design 

especially matched to the material 

properties.

Alongside the CFAX are the PCM-

TH and PCM-SP stainless steel 

door spacers for sister hinges 

from the CFM/CMM/CMM-SST 

and CMMY series, where they 

allow evening up of door/frame 

New Plastic Hinges And Mounting 
Adjustment Devices

heights. Where the SP spacer has 

plain holes it permits stacking in 

thicknesses from 1mm to 10mm in 

combination, while the TH version 

with threaded holes permits the 

use of screws from either inside or 

outside the enclosure without the 

need for individual nuts. Both the 

TH and SP are manufactured in 

non-corroding AISI 304 stainless 

steel.

Further information regarding 

Elesa products may be found 

at: www.elesa.com or follow 

them on twitter: www.twitter.

com/ElesaUK.

MAMS Thermal Growth Control Monitoring 

Included In Latest Mitsui Seiki
of 750 mm diameter by 525 mm 

high, the Mitsui Seiki Vertex 55X 

III, now available through 2D CNC 

Machinery of Hinckley, incorporates 

rapid traverse rates of 48 m/min 

to positioning accuracies of +/- 1 

micron over the 550 mm in X by 

600 mm in Y and 500 mm in Z- axis 

travels. Meanwhile, small point-to-

point surface movements are also 

realised due to the advantage gained 

by greater rigidity of the machine 

design.

www.mitsuiseki.com
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This approach has now been recognised by The 

Institute of Customer Services, with MSC being 

shortlisted in an exclusive group of finalists, for 

the ‘Customer Satisfaction Innovation’ award. 

This highlights organisations that instigated a 

new and innovative way of improving its customer 

satisfaction ratings.

The Institute of Customer Services awards 

recognise organisations and individuals that 

have implemented successful customer service 

strategies. Companies from across the UK were 

judged by industry experts, business leaders and 

academics. 

It is MSC’s industry leading approach to supporting 

customer success that really stood out. One of the 

key differentiators MSC provide to its customers 

The result of an investment of more than £19 

million, the new 107,000 sq ft facility highlights the 

significant growth the company has experienced 

over recent years, as well as its unified approach 

for the future. FANUC’s new headquarters is four 

times larger than its previous location and will 

enable the business to further develop its offering 

and strengthen its position in the market.  Crucially, 

all aspects of the business will operate under one 

roof, while the three-storey building is also home to 

a design, manufacturing and training facility, offices 

and showroom area. FANUC UK currently employs 

more than 100 people and anticipates further 

growth of its workforce in the coming months. 

Training is a vital and growing part of FANUC’s 

offering and the expansion of the UK facility 

has helped to enhance its training academy’s 

capabilities, with the introduction of a new 

is the provision of technical support. This ranges 

from product advice and information up to hands-

on engineering consultancy. This offering separates 

MSC from its competition and enables them to 

become business partners with many customers. 

MSC was able to demonstrate how they improved 

customer satisfaction through this support and 

their upgraded CAD/CAM (computer-aided design 

and computer-aided manufacturing) software that 

is combined with specialist engineering knowledge. 

This ultimately saves time and money for the 

customer by increasing efficiencies and therefore 

improving overall satisfaction. 

The results were announced at a gala ceremony 

in London on the 7th of March 2017. Jo Camm, 

Customer Experience Director at MSC commented 

advanced course for more experienced engineers. 

The dedicated suite consists of four training rooms, 

each of which caters for up to eight students at 

any one time. The FANUC Academy houses eight 

robots of various sizes, as well as 12 simulators 

for factory automation. Programmes are offered on 

FANUC technologies such as ROBOGUIDE and 

FANUC iRVision, while bespoke training can be 

created based on individual customer application 

requirements. All courses provide practical, hands-

on training exploring the areas of programming and 

maintenance. 

“Our new headquarters represents a new approach 

for FANUC UK, with all parts of our business 

brought together under one roof for the first time 

in the UK,” says Tom Bouchier, Managing Director 

at FANUC UK. “By consolidating these functions, 

we can enhance our capabilities and provide 

“The Institute of Customer Services received 

hundreds of applications for this award and we are 

extremely proud and honoured to be shortlisted 

alongside blue-chip companies such as Barclays, 

BMW Group, Intu, National Express and eventual 

winners, Claims Consortium Group.”

Being finalists validates MSC’s ongoing 

commitment to delivering best in class service, 

becoming trusted advisors to their customers and 

helping them to grow their businesses.

customers with a combination of solutions to meet 

their every need.

“This investment has helped grow our capacity, 

and more crucially has enabled us to strengthen 

our training services. Training is essential for our 

customers and our new training area is equipped 

with state-of-the-art robots, enabling users to 

fully exploit the capabilities of robotic technology. 

Our relocation will drive further growth, develop 

our team and strengthen our services, solidifying 

FANUC’s position in the UK as a market-leading 

manufacturer and solutions provider.”

MSC Industrial Supply recognised at the 
UK Customer Satisfaction Awards 2017

New Headquarters Unifies Fanuc UK

MSC’s dedication to delivering a high quality, reliable service has 

long been the driving force for their customers to improve processes, 

increase efficiencies and get to market faster. 

FANUC UK, has officially opened its state-of-the-art headquarters at 

Ansty Park, Coventry.

www.mscdirect.co.uk

www.fanuc.eu
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Discussion

Before we even knew the extent to which 

technology could change our lives, Albert Einstein 

said, “I fear the day that technology will surpass our 

human interaction. The world will have a generation 

of idiots.” Despite Einstein’s worries, technology 

has improved quality of life for most people and 

has created new and more skilled jobs for those 

working in the engineering trade. 

Since 2008 in the UK alone, 800,000 jobs have 

been lost to automation since 2001, largely 

within the administrative, retail and low-skilled 

manufacturing sectors. Despite these losses, 

automation has created 3.5 million jobs in the 

same time period, allowing many workers to move 

into higher skilled positions. 

As new technologies are used, job roles and skill 

sets evolve. Considering this, which job roles can 

we expect to emerge in the coming years?

Chief Cybercrime officer

Sage, Three Mobile and Seagate were among 

the most well-documented cyber breaches in 

2016. These incidents, along with hundreds 

more, prompted UK Parliament to recommend 

that companies appoint an officer responsible for 

protecting online systems from attack.

Necessary technologies such as supervisory 

control and data acquisition (SCADA) systems 

and programmable logic controllers (PLCs) can 

increase the chance of a cyber-attack, resulting in 

plant downtime. 

Within manufacturing, it is not just IT systems 

that are at risk of a cyber breach. Industry 4.0 

has resulted in increased connectivity between 

plant systems, meaning every piece of machinery 

connects to a central IT system. If this system 

is attacked, hackers have access to the entire 

production line.

Industrial software engineer

35 per cent of engineering job listings across 

industries now require applicants familiar with 3D 

printing and additive manufacturing processes. 

Software developers are in high demand, due to 

the increase in 3D printing technologies. There is 

not yet a standard user interface for 3D printing 

devices, meaning that adoption of the technology 

is currently limited to those with a technical 

background. 

Manufacturers rely on in-house software 

developers to create a suitable interface. The job 

role is the perfect example of what happens when 

a skilled person embraces the coalescence of 

engineering and IT. 

Obsolescence manager

In the manufacturing, automotive and aerospace 

sectors in particular, we can expect to see a greater 

reliance on the role of the obsolescence manager. 

Obsolescence managers are tasked with 

monitoring product obsolescence and the state of 

automated systems. This involves regular audits, 

analysing the components of critical systems and 

using predictive analytics to estimate the likelihood 

of equipment breakdown. 

Effective obsolescence management is a full-time 

job, especially in the world of Industry 4.0 and 

smart factories, where obsolescence cycles are 

becoming shorter and new technology is being 

adopted quickly. 

In the case of old and obsolete parts, obsolescence 

managers might find it difficult to identify and 

source a replacement quickly. At EU Automation, 

we source hundreds of thousands of industrial 

automation parts every year for clients around the 

world, ensuring production lines stay operating.

Another of Einstein’s famous quotes is, “we cannot 

solve our problems with the same thinking we 

used when we created them.” Thanks to industrial 

automation, the manufacturing industry is growing 

and thriving. As with everything new, automation 

brings fresh challenges for companies but, not 

accepting the need for change will be detrimental, 

while embracing industrial automation will allow 

businesses to flourish.

In The Hands Of Industrial Automation
Here Jonathan Wilkins, marketing director of EU Automation discusses the new job roles that 
automation is bringing to engineering and manufacturing.

www.www.euautomation.com
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Nordic and US-based SSAB is a leading European 

steel manufacturer. The company is principally 

known for its high-strength steels, which are 

popular in demanding applications such as 

crash-related car body sections and heavy-duty 

construction machinery. SSAB Europe-division, 

manufactures high-quality strip, plate and tube 

products.

 

Replacing the extremely large rolling bearings 

used in steelmaking equipment poses significant 

challenges with regard to the tools, team and 

strategy deployed. However, this task is not 

insurmountable, as NSK recently demonstrated in 

the overhaul of a converter at a major Scandinavian 

steelworks. Here, NSK and its authorised distributor 

Nomo supported a Finnish gearbox manufacturer 

in the replacement of six tapered roller bearings 

featuring an inner diameter of 1800mm.

The entire process chain, from blast furnace 

to finishing, is covered by SSAB Europe’s four 

production sites in Scandinavia. As part of a planned 

maintenance project, three converter gearboxes 

recently had to be overhauled and equipped with 

new bearings at the company’s Raahe plant near 

Oulu, Finland. Gearbox manufacturer David Brown 

Santasalo was duly commissioned to perform the 

work, the first stage of which involved removing 

the gearboxes from the converter and dismantling 

them at its Jyväskylä factory, some 300km south.

Industry specialists from NSK inspected the 

bearings and checked the operating data. The 

Russian-made converter gearboxes were heavy 

and relatively old, while an added challenge was 

factoring in the Russian tolerance norms for the 

gearboxes. 

After a full and detailed assessment of the 

application and its requirements, NSK set about 

developing bearings with a higher static load rating 

and user-specific dimensions to replace the existing 

tapered roller bearings. In total, six 1800mm 

internal diameter bearings were manufactured, 

weighing 2250kg each. Prior to shipping, NSK 

specialists devised a strategy for simultaneously 

installing the inner and outer ring on the gearbox 

sprocket wheel with the assistance of a specially 

designed tool. 

The bearings were subsequently shipped to 

Jyväskylä where NSK supervised their installation 

using the special tool; this made it possible to 

adjust the bearing gap exactly. 

NSK devised a formula that could define the width 

of the shims needed for axial bearing clearance 

after mounting. This had to take into account 

dimensions such as fixed side bearing assembled 

width, free side bearing assembled width, fixed 

side bearing inner ring width, housing diameter, 

and the distance of the inner ring shoulder to shaft. 

Following an NSK inspection sheet, each dimension 

was measured by David Brown Santasalo using a 

co-ordinate measuring machine.

After checking the measurement values and 

calculation, NSK was able to recommend an axial 

bearing clearance of 1800 to 2100µm. Both the 

mounting of the bearing and adjustment of axial 

clearance using the shim took place in the vertical 

position. However, the gap was adjusted again in 

the horizontal position due to low housing stiffness 

(split housing) and heavy overall weight. The top 

part of the gearbox housing alone weighs 11.7 

tonnes, while the sprocket wheel fitted with both 

bearing rings weighs 11.9 tonnes. Once installed, 

the result (within the required tolerances) was 

checked by NSK technicians. NSK also asked 

SSAB to visit David Brown Santasalo’s site to see 

the mounting procedure take place.

Due to the very high torque involved in the 

application, the new bearings could only undergo 

testing after they had been installed at the 

steelworks. However, the refurbished converter 

gearboxes with the new tapered roller bearings 

have been operating satisfactorily under radial 

loads of up to 150kN.

Throughout the project, Porin Laakeri Oy Oulu 

part of Nomo Group provided important support 

services that helped ensure a successful outcome 

for the client and end user. Thanks to the excellent 

collaboration between SSAB, David Brown 

Santasalo, Porin Laakeri and NSK, SSAB Raahe 

works is now equipped with state-of-the-art 

converters which are more cost-efficient. 

The project also demonstrated NSK’s competence 

in the steel industry, which is one of the company’s 

core target sectors. NSK rolling bearings are 

available to enhance all stages of the steelmaking 

process, from the preparation of raw material, 

through smelting operations, right up to the final 

rolled product. Applications include converters, 

cold and hot rolling mills, roller beds and cluster 

mills. Bearings for steelmaking applications feature 

materials that have been specially-developed by 

NSK to withstand high operating loads and tough 

environmental conditions.

Precision 
and Skill

www.nsk.com
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The new machines were strategically purchased 

for prototype and development work with the aim 

of taking new prototype customers through the 

pipeline to longer term high volume production 

business. The arrival of the 32 pallet Matsuura 

MAM72-35V in 2015 and the recent arrival of the 

MX520 identified the need to upgrade existing CAM 

software to a more capable solution. Unfortunately 

a leading CAM supplier that had provided software 

to Aylesbury based CNF for over a decade could no 

longer meet the demands of the company. Doing 

extensive research and conducting numerous 

trials, the company soon arrived at the conclusion 

that hyperMILL from OPEN MIND was the most 

comprehensive solution.

As a company operating 24hours a day and 7 

days a week with a workload that is 75% volume 

production and 25% prototype and small run work 

for the aerospace, medical, scientific, electronics 

and automotive sectors with parts primarily 

machined from steel, stainless and aluminium; the 

benefits of hyperMILL have been staggering.

Commenting on the purchasing decision, CNF 

Precision’s Managing Director, Mr Neil Fearnley 

says: “We looked at upgrading our software with 

the previous CAM supplier but licensing issues, 

costs and limited 5-axis cycles made us investigate 

CAM packages more extensively. It was one of the 

best things we’ve done as a business; hyperMILL 

has been outstanding for our business. During the 

demo and early implementation stages, we quickly 

recognised that hyperMILL allowed us to easily 

manipulate tool paths and extract geometries, it 

was faster to program through its comprehensive 

5-axis and purpose built cycles and the collision 

avoidance is outstanding. We also recognised 

that the technical support was excellent and as 

a new user with an ‘around the clock’ production 

environment, this was very reassuring.”

CNF bought its first hyperMILL seat in October 

2015 and a second seat followed just before 

Christmas, in time for the delivery of the new 

Matsuura MX520. Ramping up its programming 

capabilities, CNF now has two complete seats 

of hyperMILL with three programmers. The 

productivity, capability and turnover at CNF have all 

grown considerably with its ongoing investment in 

new multi-pallet machine tools. Demonstrating the 

recent growth at the company and how hyperMILL 

has contributed, Production Manager Mr Mark 

Baron says: “I used to spend 25 hours a week 

programming 2-4 complex jobs each week, using 

hyperMILL I now spend a similar amount of time 

programming, but I get through up to 10 programs 

a week. As a department, we can program over 

30 complex jobs a week. This would have been 

impossible without hyperMILL. When we initially 

started with hyperMILL our programming times 

were instantly 20-30% faster, this is now more 

like 60% and as we continually become more 

proficient with the strategies, we’ll get even faster 

programming times.”

The improved programming times have been 

attributed to strategies such as 3D arbitrary stock 

roughing that has reduced programming times 

for roughing operations from 1-2 hours to less 

than 20 minutes in most instances. The ability to 

manipulate tool step-over with this cycle has also 

reduced machining times by 20-30%. Additionally, 

the 3D chamfer cycle recognises the shape of the 

part and contours the component with a chamfer 

tool with complete collision avoidance and this has 

also drastically reduced programming times when 

finishing parts. 

The roughing module of the hyperMILL MAXX 

Machining performance package has been well 

publicised for its potential savings and CNF 

can certainly testify to the benefits. CNF has a 

throughput from 3500 to 6000 milled parts each 

month and over 50% of these components require 

rough machining. Its here that roughing strategies 

of  hyperMILL MAXX Machining are making a huge 

difference.  As Mr Baron continues: “We used 

to use a lot of indexable cutting tools such as 

20mm diameter end mills but the depth of cut and 

percentage step-over are both limited by the insert 

dimensions. We’ve applied the roughing strategy 

with solid carbide end mills and we can run the tool 

at a 20% step over rate with a full flute depth of cut 

that is often 50 to 80mm. The material removal rate 

is absolutely staggering.”

The result is that roughing cycles on steels and 

hard materials have been slashed by 80 to 

90%, reducing overall cycle times and improving 

productivity by an average of 40-60% on many 

components. Despite the massive increase in 

material removal rates, CNF is witnessing huge tool 

life savings by moving to solid carbide tools and 

the innovative roughing strategies of the hyperMILL 

MAXX Machining power package.

MAXXimising
Performance

IDSoftware In Manufacturing

Open Mind Technologies

Tel: 01869 290003

Web: www.openmind-tech.com

Manufacturer of medium to high volume CNC machined components, CNF Precision 

Engineering has recently purchased two seats of hyperMILL CAM software from OPEN MIND 

Technologies to support its two new Matsuura 5-axis machining centres.

Software In ManufacturingID
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Based at Holsworthy, near the North Devon coast, 

Greenfield Engineering have the latest machine 

tools and state-of-the-art software to utilise them 

to the fullest capability. Currently operating out of 

two sites, combining 45,000 square feet, they are 

in the process of taking an additional 6,000 square 

foot factory as part of their latest £1m investment 

programme. 

A recently installed Amada EM 3610ZRB punch 

press and buffet turret is fully automated with load/

unload and part picking, enabling them to take 

advantage of opportunities of additional work from 

existing and new customers. 

This brings their CNC machine tool tally to three 

punches and an Amada EML 3610NT 4kw 

punch/laser combi. The punch/laser is equipped 

with a ten-pallet stockyard for part removal and 

component stacking, giving them true lights out 

24-hour production capabilities, and means they 

have full manufacturing flexibility.    

Their EM3610NT punch also has a ten-pallet tower, 

capable of holding 27 tonnes of steel, and three-

table part picker, along with an external tooling 

carousel holding ready-for-use 220-tool and 440-

die options. 

Their market sectors include office furniture, 

electronic enclosures, point of sale, lighting, and 

vending, for a number of well-known names 

including Herman Miller Office Furniture and Bisley 

Filing Cabinets. Contracts range from producing 

basic individual components, right through to fully 

assembled and packaged finished products.

With five seats of Radan’s 3D and 2D design 

solutions, and Radnest, Radpunch and Radcombi, 

he says all components go through the software. 

“The nesting module is absolutely crucial in 

ensuring, first of all, that the products are designed 

and manufactured correctly, and then that we 

have the highest material utilisation and lowest 

run times. Steel prices are extremely volatile at 

the moment, so every little percentage that we 

can save is passed on to our customers.” Four 

employees currently use Radan for 3D design and 

development, with two full-time programmers, and 

third programmer on the night shift.

Greenfield operate an impressive apprenticeship 

scheme, which saw Gary Burnard rise through 

the ranks himself from apprentice to Managing 

Director. They currently have 16 apprentices, 

mainly working towards Level-3, with some at 

Level-2, and they recruit more at each summer 

intake. “As manufacturing is not a major sector in 

Devon, it’s hard to find people with the skills we 

need, so we train them ourselves to become the 

engineers of the future.” 

Apprentices are rotated through the entire business 

during their first two years, and are introduced to 

Radan while learning design and programming. 

“They pick it up so easily – it’s very intuitive, easy to 

learn and easy to remember.”

Greenfield are also pioneering the use of Radan’s 

logistics suite in the UK. “It allows us to take the raw 

demand from our ERP/MRP system and manage 

it in a number of ways,” says Gary Burnard. “The 

Order Manager and Material Manager functions 

help us interpret what’s needed to be done in the 

factory in a more efficient way.”

They first saw the logistics package, all of which 

is currently not readily available in the UK, at the 

Euroblech exhibition. “I hadn’t seen anything like 

it before – developed specifically for sheet metal 

equipment and recognising exactly what sheet 

metal manufacturing companies need.” 

The logistics suite was supplied by Radan’s Dutch 

subsidiary Radan BV, and provides the ability to 

organise components and procedures purely from 

a planning and manufacturing aspect. Radan BV 

have been supplying Logistics products for many 

years. It is with that experience that Radan are 

currently in the process of utilising this expertise to 

provide a global solution. 

Gary Burnard says: “We can take a number of 

components and put them together for a particular 

machining process, paint colour, or just a target 

date, rather than reasons of them simply being 

from single job. It increases our ability to plan and 

improve that particular function, meaning we’re as 

agile, flexible and competitive as possible.” 

And he says project nesting complements the 

logistics suite perfectly, by allowing them to select 

parts from different jobs and different customers, 

and nest them together for best sheet utilisation.

The company have used Radan since the arrival of 

their first CNC machine. “Then, as now, it was the 

market leader in sheet metal CAD/CAM software 

in the UK, and was the obvious choice for us. The 

3D facilities were the best we’d ever seen for sheet 

metal, and the CNC programming was so simple 

and easy to pick up.”  

In conclusion, Gary Burnard says: “Radan is 

clearly a forward thinking company with products 

ensuring that manufacturers become considerably 

more efficient and competitive. Most CNC software 

is designed simply to drive machines, but Radan 

is much more business-focused and looks at the 

bigger picture.” 

Power to Tomorrow’s Engineers
Specialist CAD/CAM and logistics software from Radan is helping the 

largest sheet metal subcontractor in the South West of England to compete 

effectively with manufacturers in Eastern Europe and the Far East.

Greenfield Engineering:

www.greenfieldengineering.co.uk

Radan: 

www.radan.com
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The Force Roadshow will be a series of half day seminars throughout June 

and July, kicking off at the Advanced Forming Research Centre, Scotland, 

on 14th June 2017.  A further 3 seminars will take place at KYOCERA SGS 

Precision Tools, Wokingham (28th June), Nikken, Rotherham (4th July) and the 

Manufacturing Technology Centre, Coventry (6th July).

The Force module is a physics-based optimisation method that determines the 

maximum reliable feed rate for a given cutting condition based on four 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 edge geometry, and VERICUT cut-by-cut contact conditions. 

In this latest version, VERICUT 8.0.3, numerous enhancements have been 

added to Force, including new features for better control of entry/exit speeds, 

‘clean-up’ feed rates, and tooling information has been re-arranged to be more 

intuitive. The updated Force module now receives input values directly from 

cloud-based tooling, and benefits from many new features that streamline 

optimisation setup. By micro analysing the cutting conditions encountered by 

an NC Program, Force ensures NC programs have optimal feed rates, and 

ideal chip thicknesses that do not exceed safe force or power limits.

Force excels in difficult to machine materials, and especially complex multi-

axis cuts such as 5-axis flank milling.  CGTech Ltd. Managing Director, Tony 

Shrewsbury, comments “Force is based on the basics, it is easy to set up 

and really easy to use.” After materials have been characterised they can also 

be applied to a broad range of cutters and machines in other NC machining 

operation.

Initial users of this technology are already seeing productivity improvements of 

up to 50 percent.  Each seminar will incorporate live software demonstrations 

and presentations to shine the spotlight on the features and benefits of Force.

The production program was based on providing 

machining services to the domestic market. In 

1984 Unimet decided to upgrade and invested in 

their first CNC machine.  Since then, the company 

has expanded widely and today Unimet has five 

production facilities covering 6500m2, with more 

than 50 CNC machines, the same number of 

universal machines and over 230 employees. 

The company provides its customers with CNC 

turned and machined parts, sheet metal parts, 

assembling and testing of parts and instruments. 

They machine mainly aluminum, stainless 

steel, brass, bronze, plastics and super alloys 

such as inconel, hastelloy or titanium. Unimet 

supplies services to the industries of automotive, 

aerospace, medicine and more. Their production 

facility consists of world known machine brands 

such as Tsugami, Quaser, OKK, Hermle, Dahlih, 

Feeler, Daewoo, Mori Seiki, Takisawa, Okuma, and 

Hyundai. Most machines are controlled with the 

Fanuc system.  The demand for parts with complex 

geometries and large series increased and Unimet 

had to search for a CAM solution that will be used 

to automate production and to significantly reduce 

their programming time. 

Srdjan Amidzic and Aleksandar Cvokic from Unimet 

are mechanical engineers and have been working 

there for more than 15 years. Both shared with us 

their experience with SolidCAM:  “We decided to 

acquire the first seat of SolidCAM at the beginning 

of 2010. The main benefit that convinced us to try 

out this CAM solution, was its unmatched toolpath 

quality for milling machines. Also, SolidCAM’s 

seamless integration in SolidWorks, which provides 

excellent CAD integration and associativity, 

contributed to our decision.”   

“Since we have a solid partnership with SolidCAM’s 

local reseller in Serbia - Solfins d.o.o., we consulted 

with them and following their recommendation, we 

decided to acquire SolidCAM. Today, following 

the evolving needs of the company, we have 6 

SolidCAM seats.” 

Unimet has been SolidCAM’s customer for 8 years, 

and they are one of the first iMachining customers 

in the Serbian market. After watching the patented 

iMachining and how its tool path increases the 

cutting speed and devours hard material, even 

with the smallest cutting tools, and how it can 

also increase tool life dramatically, Unimet realized 

the potential it has for machining their parts 

and decided to add the power of iMachining’s 

technology to their factory. 

Aleksandar Cvokic: “Almost every part in 

our production consists of geometry which 

was machined using iMachining. The biggest 

satisfaction was to see how cutting time was 

reduced by 63% compared to conventional 

machining, when using iMachining for large parts.”   

Due to a wide range of cutting materials and 

complexity of parts, Unimet had to use advanced 

CNC technology with a goal of finishing a part with 

minimal cycle time in a single setup.  Therefore 

Multi Turret with Multi Spindle and Multi Channel 

machines became the common machines in their 

facilities. The most prominent Mill-Turn centers 

in Unimet’s facilities are Nakamura NTY3 (3 

Channels), Takisawa TMM250M1 (2 Channels), 

Doosan Puma, Okuma LB, etc. 

Programming and controlling manually these 

machines can be difficult, even impossible when it 

comes to parts with complex geometry, so Unimet 

turned to SolidCAM for a solution. SolidCAM’s 

support team together with Solfins technical team 

headed by Bojan Jankovic and Sasa Simonovic 

provided a solution for these complex machines 

by developing Post-Processor and Machine 

Simulation in SolidCAM 2016 for Takisawa 

TMM250M1 controlled with Fanuc control unit 

system.

“Almost every part here was produced with iMachining!”
Unimet first started as an independent workshop founded in 1980. At the time, the 

company used six universal machines installed in the company’s facility which 

covered 100m2.

CGTech is set to officially launch its latest “physics-based” 

toolpath optimisation module, VERICUT Force™, in the UK 

with a series of nationwide seminars.

https://www.solidcam.com/
To register please visit: 

http://www.cgtech.co.uk/vericut-force-roadshow/

CGTech Announces UK 
Launch of VERICUT Force
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It was exactly the problem Weymouth-based FGP 

Systems (www.fgpltd.co.uk) faced last autumn. 

A solution was quickly found. It was to buy a new, 

German-built Hermle C 400 machining centre, 

which was supplied in September 2016 by sole UK 

agent Geo Kingsbury (www.geokingsbury.com) in 

a lead-time of two weeks. After commissioning and 

training, the 5-axis, vertical-spindle machine was 

producing parts within three weeks from time of 

order. Three months later, the supplier moved it to 

a new, permanent location in the Weymouth facility 

over a period of just four days prior to Christmas.

Simon Griffiths-Hughes, Director of Engineering 

at FGP Systems said, “No other potential source 

of a quality 5-axis machining centre could react 

so quickly. 14 to 16 weeks is a normal lead-time 

from a factory if a machine is built to order, but Geo 

Kingsbury had the Hermle C 400 in stock in its 

Gosport showroom.

“As luck would have it, the machine was perfectly 

specified for our requirements with spindle nose 

probing, laser tool setting, HSK 63 tools, an 

extended, 87-station magazine and an 18,000 rpm 

spindle to allow efficient machining of aluminium.

“Before we placed the order we spoke with several 

UK users of Hermle equipment, from blue chip 

firms to small subcontractors, and all endorsed the 

brand. We were also mindful that we did not hear 

any negative comments.”

Nigel Pitman, Managing Director of FGP Systems 

added, “To change from the incumbent supplier of 

our nine 5-axis machining centres to Hermle was a 

huge decision for us.

“We had been talking to Geo Kingsbury for about 

18 months regarding purchasing a C 42 U 5-axis 

machine for another project, which did not go 

ahead.

“So we had already done a lot of research, which 

included a visit to the German factory. You can see 

the machines are built well, including the simple 

things. The trunnion bearings are much bigger than 

on most 5-axis machines, for example. 

“Even something straightforward like the swarf 

conveyor impressed us. Some manufacturers 

provide a swan neck that is too high and narrow 

for efficient removal of chips, whereas Hermle’s 

conveyor is low-rise and as wide as the machining 

area.”

He went on to say that the machine has not missed 

a beat since it was installed, despite running double 

shifts, seven days a week. It has been more or less 

devoted to producing a family of components from 

aluminium billets for the aircraft seat tray tables. 

The first operation on the main part involves 3-axis 

milling with two axes clamped while the second 

requires a fully interpolative 5-axis cycle.

The C 400 has excelled especially in respect of the 

high surface finish being achieved on machined 

components. It was previously causing FGP 

Systems some difficulty, as the grey anodising 

stipulated by the customer tended to show up 

every machining mark left by scanning with a 

ball nose milling cutter. Many hours of manual 

polishing were needed to remove the marks. 

Now components go straight from the Hermle to 

anodising without any further work, such is the 

consistency of surface finish.

The C 400 is a model from a new, lower priced 

machine series from Hermle that sits alongside the 

manufacturer’s core range. The machine has the 

same modified gantry design and mineral cast bed, 

offering rigidity, low vibration and high accuracy. 

Quality is therefore equivalent; the only proviso is 

that fewer options are available, a limitation that 

does not affect the range of applications at FGP 

Systems.

The standard CNC system is Heidenhain’s latest 

milling control, the TNC 640. Mr Griffiths-Hughes 

says it is popular with the subcontractor’s machine 

operators due to its ease of use, large colour 

monitor and built-in Hermle macros that provide 

support for complex milling. Programs can be 

transferred seamlessly from the other 5-axis 

machines on the shop floor, as they all use earlier 

TNC control systems.

There is no turning capability on the rotary table 

of the C 400, but the TNC 640 has the option of 

software for interpolation turning. It exploits circular 

movement using the X and Y axes, synchronised 

rotation of a turning tool in the spindle and 

simultaneous feed in Z to single-point profile-turn 

circular features on the inside or outside of a static 

component on the table. With a lot of big flanges 

requiring recesses going through the machine 

shop at Weymouth, the extra software is likely to 

be an early addition when the tray table contract 

is migrated to an automated production cell at the 

factory and the C 400 is deployed onto other work.

In conclusion, Mr Pitman said, “You need reliable 

machines in subcontracting, especially when 

serving the aerospace market, not thoroughbreds 

that are highly productive one minute and then 

break down the next. It is early days, but it appears 

that the Hermle is going to give us the uptime we 

need, as well as the quality.

“The other essential thing a subcontractor needs 

is good service. Geo Kingsbury has impressed 

us so far, in particular with how quickly two of its 

engineers moved the C 400 in four days to allow 

us to install other new equipment urgently. It would 

normally take twice as long to relocate a 5-axis 

machining centre.”

RAPID SUPPLY 
SAVES THE DAY
A catastrophic failure of a 5-axis machining centre, coupled with a requirement to 

continue supplying 12 aircraft seat tray table assemblies per day that were being 

produced on it, is a nightmarish scenario for a subcontractor.

IDSubcontractingSubcontractingID

Visit: www.geokingsbury.com
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Welding

The question of welding technique – from widely 

used MIG and TIG operations to specialist 

applications such as orbital systems – is often 

addressed alongside the specification of 

associated installations that can range from 

cutting equipment and positioning units to  power 

supply and fume extraction facilities.  This is an 

important area in manufacturing and one in which 

Westermans International Ltd. has provided proven 

and effective high quality solutions worldwide for 

almost 60 years – continuing, today, to respond to 

specific application needs with advanced methods 

and technology.

Claire Spillane, Company Secretary at the 

organisation’s head office and factory in Leicester, 

explains that Westermans’ success, however, is not 

only based on working closely with its customers – 

“Our well-established role in this sector centres on 

the supply – both on a purchase and hire basis – 

of expertly refurbished equipment that can provide 

welding and allied solutions at a fraction of the cost 

of new investment,” she says.  “Importantly, this 

is underpinned by our firm belief in sourcing and 

supplying only medium to heavy duty equipment 

and by holding as wide a range of systems as 

possible permanently in stock.”  She points out that 

the company typically retains for offer in excess of 

300 machines which can not only be refurbished to 

order, but also specified to meet exact application 

and installation requirements.    

“It is this commitment and approach that enables 

us to provide a rapid response service and one 

which often enables our customers to benefit from 

a level of technology that would invariably require 

far larger expenditure if new equipment is sourced.  

Moreover, every unit that we supply benefits from 

our well-established warranty programmes,” adds 

Claire Spillane.

Matching supply to customer needs, however, is 

clearly dependent on Westermans’ ability to identify 

and procure high quality used equipment.  The 

organisation maintains a continuous awareness 

of system availability – through worldwide sources 

– and acknowledges the importance of offering 

competitive prices to its suppliers, whether the 

purchase is outright or as part of a part exchange 

arrangement.

“We continually look to promote this side of 

our business and regularly offer incentives and 

promotional benefits to potential suppliers,” adds 

Claire Spillane.  “Where we find that manufacturers 

delay or indefinitely postpone equipment 

replacement because of perceived economic 

and logistic complexities of disposal, we are well-

structured to address this issue head.  Indeed,” 

she points out, “this has effectively been the life-

blood of our service for decades.”

This dual recognition of the importance of 

providing the highest standard of service by both 

the purchasing and sales operations is key to the 

success and leading reputation that Westermans 

International continues to achieve.  When allied to 

an internationally recognised technical capability 

that is designed to enable equipment to provide 

ongoing, reliable operation – the company can 

even provide access to operational videos before 

shipping to ensure correct specification – the clear 

economic benefits of the solutions the organisation 

offers add up to advantages that are now widely 

proven.  

In turn, this not only places Westermans 

International in an excellent position for future 

success, but it also brings the same degree of 

confidence to its customers worldwide.

Welding Applications Benefit From 
Proven Refurbishment Capability

The importance of quality welding in a vast range of fabrication processes 

needs little emphasis.

www.westermans.com
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There was a time when the metrology tool of 

choice was the traditional granite-based CMM, 

and for many organisations that is still the case. 

However, there are now many other types of 

disruptive technologies available, such as white-

light scanning, red and blue lasers, portable arms, 

laser trackers, photogrammetry, … the list goes 

on, all making claims to be the “new standard” in 

metrology.

The rise of these new technologies has seen 

suppliers focus their attention on the hardware 

devices, with everyone talking about speed, 

accuracy and portability. However, the one thing 

that makes all of these devices work and produce 

measurement results is the inspection software. 

The problem is that every manufacturer seems to 

have created their own software that works with 

only their own products – in some cases, one 

manufacturer may have to offer several completely 

different software packages depending on what 

type of technology they try to sell you. By accepting 

a hardware manufacturer’s own software, users 

are immediately limited to what that brand can offer 

in the future.

Metrolog X4 : An Independent Software 

Solution

The latest Metrolog X4 software from Metrologic 

Group is designed to provide metrology 

professionals with a cohesive, single software 

platform that works with any type of measuring 

device technology. Metrologic Group has for 

many years been the leading developer of device 

independent software, such that users only 

have to learn one software solution irrespective 

of the measuring system that is being used, the 

complexity of the measuring application, or the 

type of data that will be utilised.

The company was founded in the 1980’s, 

providing electronic counter boxes for basic 3-axis 

layout machines. This led to the development 

of the World’s first ever truly Windows-based 

measuring software. Equipment suppliers at the 

time, in particular CMM manufacturers, completely 

overlooked Metrologic stating that Windows 

software would never work. 

However, several major 

automotive companies 

quickly recognised the 

advantage of having 

one standardised 

software on every CMM, and 

Metrologic Group grew quickly while the 

CMM manufacturers soon realised the error of their 

ways.

Metrologic Group is now the World’s largest 

independent metrology software company, with 

over 20,000 users worldwide and sales in excess 

of €40million. All R&D is aimed at developing 

software solutions, unlike the hardware suppliers 

who must develop measuring devices first and 

foremost, and then try to keep up in terms of 

software. Metrologic Group has always maintained 

a position of being completely independent of 

hardware brands, enabling users to choose the 

right tool for the job rather than be limited in choice, 

as they know that whatever device they wish to use 

will work with Metrolog X4. The software boasts 

direct interfaces to just about every 3D measuring 

device possible, so users can easily switch 

between measuring technologies or introduce new 

measuring technologies in the future without having 

to completely re-learn new software every week. 

Most of the automotive and aerospace industry’s 

major manufacturers now use Metrologic software, 

many on a world-wide basis. It is therefore no 

surprise that measuring device manufacturers are 

keen to ensure that their devices work seamlessly 

with Metrolog software due to customer demand, 

often before the device is released onto the market. 

Many even offer Metrolog X4 in preference to their 

own software, as users are not prepared to be tied 

to the limitations of having to use one brand of 

measuring system, or worse still multiple software 

platforms.

What is Metrolog X4 ?

Metrolog X4 is to the measurement and metrology 

industry what Google is to internet browsing. Users 

want one software that is able to deal with any 

application, provide results in a format that is easy 

to understand, and to do it all without any fuss and 

bother. The latest Metrolog X4 software provides 

users with a fully customisable user interface 

that is able to work with any type of measuring 

device. The legacy of Metrolog as CMM software 

is unrivalled, having started out as CMM software 

over 30 years ago. Other software systems having 

come and gone, but Metrolog X4 is still the only 

software that is able to interface directly to almost 

every CNC or manual CMM controller that is still in 

use today. Even old or obsolete machines that are 

no longer supported by the original manufacturer 

are still able to work with the software.

This CMM heritage has been carried over to 

fully utilise the new measuring technologies 

that are available today. Metrolog X4 treats all 

measuring devices as XYZ data point collectors, 

so irrespective of whether it is a traditional touch 

probe CMM taking 10 points per minute or a 3D 

scanner taking 500,000 points per second, the 

software works in exactly the same way. The user 

can choose between 3 typical modes of operation 

- manual measurement for one-off inspection 

activities, semi-automated repeat measurement of 

a selection or group of features, or fully automated 

measurement cycles with user guidance. In all 

cases, a familiar user interface means the user 

always feels “at home”, whatever the complexity 

of the application or measuring data capture 

technology being utilised.

The software is completely modular, with several 

standard packages available according to the 

data capture device to be used and the type 

and complexity of measurement application 

to be undertaken. With several hundred direct 

device interface combinations available, users 

can create a solution that precisely meets their 

needs, irrespective of what measuring device they 

currently have or may require in the future. Even in 

its standard package formats, Metrolog X4 is still 

a highly advanced measuring software, as device 

specific options are automatically included – for 

example, if the software is to be used with a laser 

tracker, the common large scale metrology tools 

are automatically configured e.g. build/inspect 

for jig and tool adjustment. In addition, a range 

of application specific modules can be included 

to adapt the software configuration to specific 

needs. Some examples of these modules include 

Advanced Reporting & Data Export, Advanced 

GD&T Analysis, Blade Measurement for aerospace 

applications, Twin or Multi-Device connections, 

High Level Programming, CMM simulation, 

i-Remote control using hand-held devices (iPad, 

smartphone, etc.), and so on.    

Metrolog X4 : Built for the Future

Fully compatible with Windows7 and Windows10, 

both in 32 and 64-bit guises, Metrolog X4 is 

designed to make full use of the latest Microsoft 

Windows operating system and computer hardware 

architectures. Full use of multi-processing means 

the toughest of tasks are handled with ease. For 

example, huge CAD files and data point clouds 

can be easily loaded and manipulated within the 

software, thanks mainly to the use of intelligent 

processor & memory management, and utilisation 

of the industry standard OpenGL graphics engine. 

This ensures that Metrolog X4 provides users with 

a serious, long-term software solution that is able 

to meet their needs for many years into the future, 

and not just a quick fix based on the latest widgets.

However, Metrologic Group doesn’t simply 

develop software in response to the hardware 

manufacturer’s product developments. For many 

years, the company has developed software 

that has predicted and often defined the future 

of measurement. Back in the early days, CMM’s 

were predominantly used to measure prismatic or 

geometric features, replacing the old-fashioned 

methods of first-principle measurement. However, 

at that time Metrologic focused their attention on 

measurement of free-form surfaces (such as car 

body applications) with direct comparison to 3D 

CAD data, something that had never been seen 

or even imagined before. Many of the features 

you see in most measuring software today, such 

as colour maps, graphical results with result labels 

Software Standardisation Increases 
Efficiency and Makes Inspection Easy

IDFront Cover Story

The metrology industry has seen incredible changes over 

recent years, both in terms of the supplier base and the types of 

measuring technology on offer.
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or stickers, and customisable report layouts, all 

originated from that early Metrologic software. They 

were also one of the first companies to successfully 

combine laser scanning heads onto CNC CMM’s, 

when even the scanning device manufacturers 

focused only on portable measuring arms.

A more recent development has been Metrolog X4 

i-Robot, a software solution that turns any make 

of industrial robot into a fully programmable CMM 

solution. First introduced almost 5 years ago at the 

international Control Show in Germany, Metrologic 

were able to show how it is possible to program 

an industrial robot directly from within a traditional 

metrology software package, without the need for 

specialist PLC programming. Most people at the 

time couldn’t see the need for such a solution – 

compare that to the most recent Control Show, 

where almost every measuring device manufacturer 

had a robot on display, the vast majority of them 

using Metrolog X4 i-Robot software. In much the 

same way they have always treated CMM’s, the 

philosophy of Metrologic Group software towards 

robot inspection is still the same – one software that 

directly connects and controls any make of robot, 

with any make of measuring device attached, all in 

a seamless solution that is familiar to every user. 

Advantage Metrolog X4

When a customer standardises all measuring 

devices and applications based on a single 

software platform, the initial cost of doing so is soon 

recouped through the many advantages provided. 

Of course, there is always an initial cost involved, 

which can sometimes seem to be a heavy price 

to pay at first glance. However, compare that to 

the cost of having to replace software on a regular 

basis and constantly re-train engineers in different 

software platforms, in addition to the fact that users 

will never become experts if they have to maintain 

their knowledge of several different softwares. The 

flexibility of Metrolog X4 knows no boundaries, so 

users must consider that they are investing in not 

just a solution for today, but in a long-term solution 

that will be with them for many years to come.

This is best summed up by Iain Caville, Managing 

Director of Measurement Solutions, the UK sales 

and support partner for Metrologic Group since 

1998: “Having been personally involved in the 

metrology sector for almost 30 years, I have seen 

many companies, technologies and concepts 

burst onto the scene only to disappear just as 

quickly. Metrologic Group have been at the 

forefront of metrology software for over 30 years, 

and today their software is still used every day by 

the world’s leading manufacturing organisations 

to solve complex measurement problems. I know 

of many companies that have gone through the 

pain of having to change software several times in 

recent years due to lack of software development 

or product support – that can’t be efficient or cost-

effective for the user”.

The use of Metrolog X4 also provides many hidden 

benefits that may not be immediately apparent. 

A good example is the ease with which new 

measuring technologies can be introduced into 

an organisation. Generally, to achieve this requires 

extensive operator training in new software, and 

painful data exchanges to achieve meaningful 

results as there is very often no compatibility 

between 2 products from different suppliers (or in 

some cases from the same supplier). With Metrolog 

X4, existing users will only require minimal training 

in the measuring hardware itself, so payback on the 

equipment is achieved much sooner. In addition, 

devices from different manufacturers can be easily 

combined due to the one common software. This 

also means users are not trapped into using one 

hardware brand due to software restrictions, but 

have the flexibility to choose the right hardware, at 

the right price, for the requirements in hand. Add to 

this the fact that Metrologic Group regularly update 

the software to maintain compatibility with the 

latest CAD data formats and operating systems, 

and users are assured of a solution with which they 

can grow in the future, irrespective of the user’s 

needs, the complexity of the application, and the 

technology available on the market.

For anybody that is considering measuring 

software or is not satisfied with the development 

or support for their current software, Measurement 

Solutions are able to visit users and very quickly 

connect a laptop PC to just about any device for 

a live demo using the customer’s own measuring 

equipment. “The look of disbelief from users when 

we visit them and have their equipment measuring 

using Metrolog X4 within a few minutes of arriving 

on site is great to see” comments Iain Caville. “This 

is most noticeable on CNC CMM’s or robot based 

systems, where we can quickly and confidently 

take full control of the measuring system under one 

software, with no “ifs or buts” – it just works, every time”.

Measurement Solutions are available 

to provide demonstrations of the latest 

Metrolog X4 software. 

For more details, visit:

www.measurement-solutions.co.uk 

or call them on 01733 325252.
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In addition to satisfying the needs of accurate 

shop-floor measurement, the speed of Aberlink’s 

advanced new CNC driven CMM allows parts to be 

inspected within machine tools’ cycle times.

Typical of the early users of the unique Aberlink 

machine is Holtex Engineering Solutions, a precision 

engineering firm based in Holmfirth, West Yorkshire. 

Having been attracted by the publicity related to the 

CMM, Holtex Engineering Solutions Director, Ben 

Robinson requested a demonstration.

In anticipation of high levels demand for Xtreme 

demonstrations, and given that many potential users 

are unable to visit Aberlink’s regional demonstration 

facilities, Aberlink produced a number of small, 

portable versions of the CMM. These quarter size 

machines allow Aberlink Sales Representatives to 

carry the technology demonstrators in their cars, to 

visit potential customers’ premises and to prove the 

outstanding capabilities of the Xtreme CNC CMM on 

potential customers’ own parts. The ‘plug and play’ 

nature of the Xtreme demonstration units make any 

visit and demonstration a very quick process.

Ben Robinson explained. “We manufacture a 

large variety of high-end, high-precision complex 

components, as one-offs and in small batches. 

Previously we have used manual metrology 

equipment, although a growing order book and rising 

pressure on our quality control facilities meant that 

we needed to automate as many of our inspection 

tasks as possible. In addition, the demanding nature 

of our work meant that we needed a CMM that 

would provide the required levels of precision.

“Though we considered other brands, we were 

aware of Aberlink’s excellent reputation and had also 

received recommendations from several Aberlink 

users that we know. As we were too busy to travel to 

an Aberlink facility for a demonstration, it helped that 

our local Aberlink representative was able to bring 

a small Xtreme demonstration unit to our premises.

“A thorough in-house demonstration was able 

to prove the Aberlink CMM’s capabilities and to 

convince us that the Xtreme was perfect for our 

needs, therefor we were happy to place an order. 

“Now located on our shop floor, the Xtreme CMM 

has proven very easy to use, extremely accurate, 

and due to its CNC nature, extremely fast. As our 

machine operators have responsibility for the quality 

of their own output, they have quickly mastered the 

use of the Xtreme and make regular use of the new 

CMM. Typically our personnel will use the Xtreme to 

measure fist-offs before commencing on production 

runs, and to make occasional in-process checks. 

“Our new Aberlink CMM is also used for final 

inspection tasks by our quality personnel. As we 

have written programs for repeat work, we are 

now able to load multiple parts on to the machine, 

recall the applicable program and to perform fully 

automated final inspection routines.

“The use of our new Aberlink Xtreme has increased 

our inspection precision capability and speeded-up 

both our production and inspection routines. Our 

new CMM can be seen as a commitment to help 

preserve our reputation for the quality of our work.”

The advanced new Aberlink Xtreme CMM was 

designed with a novel non-Cartesian structure and 

uses linear motors and mechanical bearings, this 

advantageous arrangement ensures that it maintains 

its accuracy at very fast measurement rates and 

does not suffer from the accumulative inaccuracies 

that occur in conventional 3-axis Cartesian 

arrangements. 

As the inexpensive Xtreme requires no compressed 

air and has the shortest learning curve of any 

equivalent system - just one day without prior 

CMM experience - the robust Xtreme represents 

an ideal ‘plug and go’ solution. In addition, the 

CMM’s integral temperature compensation function 

ensures that accuracy is maintained even when the 

surrounding ambient temperature is not controlled. 

Ensuring greater user productivity and profitability, 

the Xtreme utilises Aberlink’s renowned 3D 

software. A welcome bi-product of any Aberlink 

3D inspection routine is that a simultaneous 

picture of the measured component is created on 

the computer screen. Dimensions between the 

measured features, mirroring those that appear on 

the component drawing, can be simply picked off as 

required. In essence this ‘smart’ software represents 

an intelligent measuring system that is able to 

automatically recognise and define the various 

features being measured. Aberlink 3D is claimed 

to be the easiest to use and most intuitive CMM 

software currently available.

An ‘Xtreme’ Shop Floor Test
The remarkable sales success of Aberlink’s recently launched Xtreme Coordinate 

Measuring Machine has justified the company’s contention that industry needed a 

cost-effective, robust CMM that could provide accurate measurements at the point of 

manufacture.

www.aberlink.co.uk  

Tel: 01453 884461.
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CT inspection advances 
3D-printed medical implants

Ortho Baltic is the first manufacturer of patient-specific, temporomandibular 

joint endoprostheses in the Baltic states and one of only three in Europe. 

The implants replace loss or lack of functionality of 

jaw movement. To underpin their production, the 

firm invested in 2012 in additive manufacturing 

(AM) technology and recently acquired CT  

inspection equipment from Nikon Metrology for 

quality control.

The Implant Design and Development Centre 

uses various AM processes for the different types 

of components produced. Typically, implants are 

made from medical Grade-5 titanium alloy Ti6Al4V 

by direct laser metal sintering. For its surgical 

guides and implant models, a biocompatible 

polymer PA 2200 (also known as Nylon-12) is 

selective laser sintered. X-ray plays an important 

role in the process from start to end. Medical CT 

scans are the basis for preparing the CAD model, 

while inspection of AM parts is carried out with a 

Nikon Metrology industrial, high voltage, micro-CT 

scanner.

Milda Jokymaitytė, clinical engineer at Ortho 

Baltic explained, “To create anatomical models, 

3D reconstruction engineers use the patient’s 

radiological data to perform a 3D reconstruction. 

The anatomical bone structures are segmented 

and virtual 3D models prepared.

“Including printing, quality control, packaging and 

sterilisation, the usual lead-time for a patient-

specific jaw joint implant is approximately four 

weeks following the surgeon’s approval of the 

final design. From this point onwards, pre-surgical 

planning commences between patient and 

surgeon, ultimately leading to surgery completion.”

An important challenge is the quality assurance of 

AM components. Especially in the medical field, 

the quality, fit and functionality of implants and 

other medical components is vital.  Domantas 

Ozerenskis, product quality manager at Ortho Baltic 

explained, “Currently, micro-CT is the best solution 

for our product development and quality control. 

3D-printing is a complicated technology and there 

is a large variety of processing parameters, so it 

is very hard to predict the quality and geometry.” 

The Nikon Metrology XT H 225 micro-CT scanner 

has a 225 kV micro-focus source that reveals 

non-destructively any voids, cracks and other 

defects of the complex internal features of the AM 

components. The scan data is compared against 

the original CAD design to reveal any deviations.

Mr Ozerenskis added, “Micro-CT scanning is the 

only way to check non-destructively for voids and 

cracks inside a part.  “We considered a coordinate 

measuring machine, but it is inconvenient for 

taking non-parametric measurements and there is 

no possibility for inner structure investigation. “The 

internal quality of implants is very important, as it 

determines the mechanical strength of the part.”

Ortho Baltic needed at least a 200 kV energy 

source to penetrate the dense materials it uses. 

Another requirement was for the system to have 

a large enough working area, as component sizes 

vary for each patient and procedure, so a platform 

capable of holding a range of large or heavy 

components was needed. The Nikon Metrology 

XT H 225 was ideal in this respect and led to the 

medical company opting for the machine, together 

with a Varian 4030 digital panel and Inspect-X 

software.

The CT system is helping Ortho Baltic to make 

tailored implants affordable and easily available. 

In comparison to standard implants previously 

sourced from the USA, the firm has been able 

to produce its implants to the same high quality 

at almost half the cost. Maxillofacial surgeon S. 

Bojarskas affirmed, “Apart from needing more 

extensive planning, the AM product itself is no 

different in terms of quality.”

www.nikonmetrology.com
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“The most common problems, such as variable 

abrasive life, fluctuating cost per honed part, 

inability to meet Cpk targets and surface finish, 

are often due to small, but critical, variations in 

the abrasives. Customers who track their honing 

costs and part quality quickly realize that both often 

improve when they switch to Sunnen abrasives.”

This is a primary reason Sunnen has been 

manufacturing honing abrasives for much of 

the company’s 90+ years, Hooper adds. “Over 

decades, our manufacturing process has been 

so perfected that many customers resume use 

of Genuine Sunnen Abrasives after trying other 

options. In fact, customers with non-Sunnen 

machines often specify our stones.” 

Sunnen employs more than 100 people in its 

abrasive R&D and manufacturing operations. 

Hooper says the company manufactures its own 

conventional and bonded superabrasives, as 

well as diamond-plated Single Stroke Honing® 

tools. “We offer the industry’s widest range of 

honing abrasives from aluminum oxide and silicon 

carbide to diamond and superabrasives. These 

are matched with similarly wide range of bond 

types, grain sizes and stone configurations,” he 

adds. “Most important, Sunnen has developed 

proprietary manufacturing steps to ensure our 

abrasive consistency is second to none.”

Sunnen also manufactures precision tooling, 

including its exclusive in-process expanding, 

diamond-plated mandrels. As a service to 

customers, the company supplies tooling and 

abrasives for most other brands of honing 

machines too.

“Even where customers think they have seen 

everything in conventional abrasives, we continue 

to roll out new products, such as our 60-grit 

premium red aluminum-oxide abrasive that 

cuts material 25 to 50 percent faster than other 

conventional abrasives,” says Hooper. “Likewise, 

our bonded diamond and CBN superabrasives are 

setting production records honing exotic materials 

as easily as ordinary hardened steel.”

With many possible ways to hone a part, Hooper 

stresses that Sunnen’s honing lab is often the 

best place to determine which abrasive, coolant 

and honing technique will produce the most cost-

effective results. “Customers who visit our lab are 

amazed at what they learn from our machinists 

and metrology experts,” Hooper says. “When you 

consult Sunnen, you tap into decades of knowledge 

developed in a research facility dedicated entirely to 

the study and advancement of honing technology. 

It’s often the first stop for customers on the route to 

a better process.”

Abrasives Key To 
High CPK Honing

High productivity with high process capability (Cpk) sometimes seems elusive in 

production honing, but the problem can often be traced to inconsistent abrasives, 

according to Julian Hooper Managing Director of Sunnen UK. 

visit sunnen.co.uk
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Machine Tool Focus

The Pinxton, Derbyshire-based business is 

seeing a significant growth driven by the booming 

construction sector in the middle east and, with 

the majority of its products manufactured in-house 

it needed to increase production and productivity 

and turned to XYZ for help.

Turning was a priority as a replacement was 

needed for an ageing CNC lathe and the XYZ 

Compact Turn 52 with an optional LNS barfeed 

was the perfect solution. The Compact Turn 52 

provides excellent capacity from such a small 

footprint machine (1700 x 1450 mm, excluding 

barfeed), with its 52 mm bar capacity, 20 hp/5000 

revs/min spindle and control being provided by 

the easy to use Siemens 828D ShopTurn Control. 

The gains that Kingsmill Industries were looking for 

were immediately apparent with cycle times being 

cut by 50 per cent compared to the machine it 

replaced.

“We have a wide range of components that make 

up our products and batch sizes can be quite large, 

so the barfeed fitted to the XYZ lathe is perfect. 

We are confident that we can leave the machine 

running for extended periods unmanned, with just 

the occasional intervention to check tolerances 

and empty the swarf bin,” says Ashley Jones, 

Kingsmill Industries Production Manager.  “We find 

the Siemens control extremely user-friendly and the 

combination of control, machine, barfeed means 

that the XYZ CT52 gives us what we needed at a 

price that we were happy to pay.”

The XYZ Compact Turn is the second XYZ machine 

at Kingsmill Industries as it also purchased an 

SMX 2500 bed mill to help manage its milling 

requirements. Fitted with the ProtoTRAK SMX 

control system this mill is used for general toolroom 

and low volume second op-type work for which 

the machine and control are ideally suited. As 

with the Siemens control Ashley Jones cites the 

ProtoTRAK’s ease of use as a major influence on 

the decision to purchase the SMX 2500.  One 

area of use is in the manufacture of Earth Bars. 

“Our earth bars can be tailored to meet specific 

requirements, which means lots of variants in 

relatively low volumes. So the ease of which we 

can program and set up the SMX 2500 is a major 

benefit.”

Cycle Times Reduced In A Flash
For Kingsmill Industries

As a leading manufacturer and distributor of earthing materials and lightning protection 

equipment, Kingsmill Industries products are used across a wide range of construction 

projects, mainly new builds, including churches, apartment blocks, offices and factories 

providing protection from lightning strikes.

visit: www.xyzmachinetools.com
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The Japanese-built, 5-axis, vertical-spindle 

machines are ideally suited to volume production 

of nickel alloy aero engine parts to tight tolerances. 

The machine tool order, placed on Okuma’s UK 

agent NCMT is valued at £7 million. Seven of the 

machines have already been installed and are 

producing components, with the remaining two 

due for delivery in the fourth quarter of 2017. They 

form the major share of a £10 million investment 

at the Birmingham plant that includes tooling, 

automation, metrology equipment and CADCAM 

software. This investment underpins Bromford’s 

growth trajectory as a major supplier to the world’s 

premier aero engine programs.

Mike Tew, Operations Director at Bromford 

Industries commented, “The Okuma VMCs were 

selected due to their perceived quality, which has 

subsequently been demonstrated in production. 

Our aerospace supply programmes are long-

term and to fulfil them we need machine tools 

that maintain top levels of accuracy for extended 

periods, especially as they are running 24/7.

“Another factor in favour of the supplier was the 

successful installation a couple of years ago of 

an Okuma Multus B400II multifunction turn-mill 

centre, which has proved reliable in operation and 

has been well supported by NCMT.”

Bromford Industries plans in 2018 to install an 

automated storage and retrieval system from the 

Finnish firm, Fastems, which has already been 

designed by NCMT to link seven of the MU-

6300Vs to form a flexible manufacturing system. 

Further investment will be made in four more 

machines from Okuma to complement the MU-

6300Vs and support increased production for 

flagship aerospace programs internationally.

The aerospace equipment supplier, through its 

use of nine Makino machining centres acquired 

between 2009 and 2012 for manufacturing 

titanium landing gear components, already had a 

close relationship with NCMT, which is UK sales 

and service agent for this Japanese machine 

builder as well.

NCMT Wins £7 Million Machine Tool Contract
Bromford Industries a specialist manufacturer of aero engine and landing gear components 

for the global aerospace supply chain, is in the process of installing nine Okuma MU-

6300V mill-turn centres in its Birmingham factory.

In order to comply with market demand, ISCAR recently exhibited its next generation, 

advanced indexable drill and further extended its comprehensive product portfolio with 

the launch of SUMO3CHAM – an advanced three flute indexable drill.

The innovative design of the SUMO3CHAM raises 

users manufacturing productivity to new levels 

by reducing machining cycle times by up to 50% 

when compared to the conventional two flute drills.

The new product’s pocket configuration is 

constructed on a ‘close structure’ design with 

three contact areas based on a dove tail joint. 

This rigid clamping configuration divides the forces 

applied to the tools’ pocket into 3 segments. 

This arrangement dramatically reduces harmful 

influences on the pocket’s life and also substantially 

prolongs tool life. In a similar way, the cutting forces 

are equally divided across the 3 cutting edges of 

the drilling head. The application of less pressure 

to each of the contact surfaces further extends the 

life cycle of the drilling head.

The SUMO3CHAM clamping, which relies on 

3 points of positioning, provides high levels of 

repeatability when replacing the drilling head. Three 

radial and 3 axial stoppers secure the drilling head 

and ensure a reliable drilling process in high feed 

machining environments.  Furthermore, due to 

its sharp edges and the low axial force it applies, 

the SUMO3CHAM is very efficient when drilling 

a through-hole when the drill breaks through a 

slanted surface, also creating fewer burrs on the 

hole exit. Since the material work hardening is 

low, a reamer or a tap which may be used for a 

subsequent operation will gain from extended tool 

life and accomplish improved results.

Drilling for Profit with SUMO3CHAM

visit: www.ncmt.co.uk

visit: www.iscar.co.uk
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During final assembly, drill feed units are employed 

to drill holes for rivet joints in the aluminium alloys 

that form the ribs and outer skin of the aircraft. 

MAPAL has now developed its Al/Al Stack drilling 

line to resolve issues that arise during this assembly 

process.

 

Until now minimum quantity lubrication (MQL) 

drilling has used to cool the drills and countersinking 

tools. Despite the MQL application, coolant still got 

inside the aircraft where further assembly steps 

are conducted simultaneously. Additionally, this 

form of coolant application still required extensive 

cleaning. As a result, the aerospace industry has 

been seeking a solution for the dry machining of 

the Al-Al stacks, MAPAL now has the solution.

 

Until the arrival of the Al/Al Stack drills from 

MAPAL, dry machining put significant demands on 

the tool performance and respective tool life whilst 

generating burrs that cannot be accepted at this 

critical stage of aircraft production. Furthermore, 

the heat generation also had an impact on the 

properties of the two different aluminium alloys in 

use. 

 

MAPAL took up this challenge and developed a 

new drill with a countersink step. This new Al/Al 

Stack Drilling series conducts the drilling for the 

rivet joints dry. The twin cutting edged carbide 

tool has an extremely positive cutting edge and a 

double point angle. This minimises burr formation 

and achieves better centring.

 

The coating of the drill prevents material adhesion 

to the cutting edge whilst a lead-in stage provides 

for an optimum bore quality and precision. With 

specially formed chip flutes, the Al/Al Stack Drills 

ensure optimum chip removal. For cooling the 

drills, air is applied to prevent overheating of both 

the cutting edge of the drill and also the immediate 

vicinity of the fuselage. By cooling the cutting area 

and the aluminium, the new drills prevent burr 

formation. This compressed air supply is also used 

to blow out the chips.

One aircraft manufacturer is using the new drilling 

line for drilling the rivet holes on the longitudinal 

seam in the rear main span. Running at a spindle 

speed of 2,959rpm and a feed rate of 0.154mm, 

the 4.748mm diameter drill also has a 100° 

countersink angle that enables the drill to reliably 

produce 1500 holes with countersinks before the 

holes deviate from the extremely tight tolerance 

band of 4.73 to 4.805mm. The drill dimensions 

and countersink angles can be specified by the 

customer and manufactured to order.

MAPAL Satisfies Aircraft Assembly With Al Stack Drills
During the assembly of aircraft, manufacturers frequently stack different aluminium 

alloys for the production of the aircraft fuselage.

The extremely popular Cyber Series of end mills from Industrial Tooling Corporation (ITC) 

has now been extended with new developments added to the market leading 3051 Series.

The long series of square-end tools has now been 

enhanced with the addition of various corner radii 

for each diameter variant. 

The 3-flute centre cutting end mill line has long been 

acknowledged as the first choice end mill series 

for machining cavities, deep slots and particularly 

deep shoulders. Now, the R&D department at 

ITC has added to the 3051 Series by offering a 

selection of corner radii as well as the existing tools 

with wiper flats. Like the square-end 3051 Series, 

the extended line is available in diameters of 3, 

4, 5, 6, 8, 10, 12, 16 and 20mm diameters. The 

3 to 5mm diameter tools are offered with corner 

radii from 0.25 to 1mm in 0.25 increments whilst 

diameters from 6mm and above offer corner radii 

that also includes 1.25, 1.5, 2, 2.5, 3, 4 and 5mm 

depending upon the chosen tool diameter. 

By adding a wide variety of corner radii, ITC is 

making the 3051 Series suitable for multi-axis 

machining and the profile milling of intricate 

features that are beyond the reach of standard 

length end milling tools. Furthermore, by adding 

corner radii to the series; performance and tool life 

is extended as the potential for edge chipping is 

significantly reduced. Like the square-end variant, 

the expanded radius line is offered with an overall 

length from 75 to 150mm with a length of cut from 

15 to 80mm depending upon diameter selection. 

The correlation between the overall length and 

the cut length are proportionate to maximise 

rigidity and stability whilst minimising vibration and 

chatter during heavy-duty full-depth machining 

applications.

visit: www.mapal.com

visit: www.itc-ltd.co.uk

ITC Extends Long Reach Aluminium Milling Line
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The family run business that specialises in the 

construction, agriculture and commercial steel-

working sectors has always invested in the latest 

technology to underpin its continuous growth. This 

investment has now seen the Scottish company 

invest in an UltraSharp plasma cutting machine 

from Rochdale based Kerf Developments. 

Employing over 50 staff that operate a variety of 

turning and milling centres as well as punching, 

pressing, fabricating and guillotine equipment, 

the modern-day business primarily manufactures, 

fabricates and erects agricultural buildings 

and structures. To manufacture the numerous 

components that constitute a complete steel 

building structure, Duns based John Thorburn 

& Sons relied upon its guillotine, punching, steel 

working and fabricating equipment until the arrival 

of a Kerf RUR2500 plasma cutting machine.

Commenting on why the company bought the 

Kerf RUR2500, Managing Director and grandson 

of company founder John Thorburn Snr, Mr John 

Thorburn says: “We recognised that our method 

of cropping, punching and drilling plates was 

cumbersome, time consuming and slowing down 

our throughput. All our jobs had to be handled 

and re-worked on a variety of different machines 

to arrive at a finished part. Additionally, we had 

to stock a large range of steel bar widths and 

thicknesses and this was taking a lot of floor space. 

Kerf has instantly eliminated all of these issues.”

John Thorburn & Sons investigated the various 

options and it arrived at the conclusion that Kerf 

Developments had the most suitable solution for 

its needs. The Berwickshire business specified 

the RUR2500 with a 6m by 2m bed, so it could 

comfortably fit 4m by 2m by 20mm thick plate 

on the machine.  This bed capacity enables the 

company to use the nesting facility on the Kerf 

machine to cut up to 50 stanchion base plates in 

a single set-up.

Raising the Bar on Profitability

The stanchion base plates that are required 

in considerable batches for the assembly of 

agricultural buildings were previously cut from 

400mm by 20mm thick steel bar that was 

6,400mm long.  By purchasing 4m by 2m by 

20mm thick plates instead of bar, the company 

instantly reduced material costs by over 30%. In 

fact, Mr Thorburn has calculated the change from 

bar to plate has taken stanchion material costs 

from £15 to less than £10 per unit. Furthermore, 

the nesting software supplied with the RUR2500 

machine enables John Thorburn & Sons to set up 

a plate and instantly cut a batch of parts, further 

maximising material utilisation and reducing costs. 

“The material savings have been significant for us, 

but this is just a by-product of the Kerf plasma. We 

bought the machine to streamline productivity and 

it’s certainly done that. Stanchion plates used to 

require manual cropping, punching and drilling. 

This prolonged process would require several 

machines and it was a full-time job for our staff. 

The production time used to be almost 20 minutes 

per plate; the Kerf plasma has reduced this to 

less than 2 minutes. That is a massive cycle time 

saving, which is enhanced by the fact that our staff 

can set the Kerf machine up and then carry-on with 

welding jobs.”

Taking the setting up and nesting process a set 

further, the 6m bed enables John Thorburn & Sons 

to set up a range of plate sizes, meaning a complete 

inventory of parts for a project can be processed in 

a single set-up.  The 275 amp machine is powered 

by the Lincoln Electric Spirit plasma unit and by 

utilising Kerf’s Ultrasharp technology, the customer 

can cut profiles, holes and slots with impeccible 

precision levels and edge finishes. 

The ability of the Ultrasharp system to cut precision 

holes from the 20mm thick steel plates has cut 

cycle times on the end plates the company 

produces for steel building rafters. As Mr Thorburn 

recalls: “Some end plates would need up to 12 

holes per plate with different location points and 

diameters. This would require each plate to be cut, 

have the first hole punched or drilled and then the 

second hole and so on. This process would see 

each plate handled multiple times, slowing the 

production cycle. Each plate used to take upwards 

of 30 minutes to produce, the Kerf RUR2500 

now does each plate in less than 3 minutes. This 

means a batch of plates that would take 3 days to 

produce can now be made on the Kerf machine in 

a few hours.”

As well as achieving the desired impact on 

production times and throughput, John Thorburn 

and Sons has also been making savings on its 

gas consumption. As Mr Thorburn continues: “We 

were using high volumes of oxygen and acetylene 

for manual fabrication work. This cost of £600 per 

month has been eliminated and whilst the Kerf 

plasma has consumable costs, they are nominal 

compared to what we were spending previously. “

Kerf Takes The Business Forward

As a result of acquiring the Kerf UltraSharp plasma 

machine, the Scottish company has streamlined 

production, reduced steel stockholding, freed 

machine tool and labour capacity and also reduced 

material and consumable costs. As a result of 

releasing this extra capacity, the company has now 

started offering subcontract cutting services as 

well as targeting a wider variety of work in its core 

market segments. As Mr Thorburn continues: “We 

are now taking on work such as cattle handling 

parts, steel flanges, grain handling, cattle feeding 

systems and much more. The RUR2500 has made 

a huge difference to our business and as we move 

forward, the Kerf machine will propel us into new 

market segments with our new capabilities. We’re 

delighted with the machine; it’s done everything we 

wanted and much more.

www.kerfdevelopments.com

Evolving from a small blacksmiths to a 1.5 acre site, John Thorburn 

& Sons Ltd has grown beyond recognition during its 70 year history.

Bright Future 
For Scottish Steel Working Company

Profiling Profiling IDID



ID Paris Airshow News

This marks the first time that Renishaw has exhibited 

its additive manufacturing (AM) technology at the 

show. The company is showcasing its flagship 

RenAM 500M metal additive manufacturing 

system and providing demonstrations of its build 

preparation software, QuantAM. Renishaw can be 

found in the UK Pavilion, in Hall B, on stand G188.

Visitors to the stand will be introduced to the 

technology Renishaw is contributing to Land 

Rover BAR, the British Challenger for the 35th 

America’s Cup. Renishaw is an official supplier 

to Land Rover BAR and member of the Technical 

Innovation Group whose goal is to find advanced 

technologies and develop them to provide the 

team with a competitive edge, by creating a cup 

winning race boat. Renishaw has provided its 

expertise in metal additive manufacturing and 

encoder technology and produced parts for the 

Land Rover BAR racing catamaran. Renishaw will 

feature the bespoke parts in a dedicated display 

area.

Renishaw will highlight its latest metal additive 

manufacturing system which utilises laser powder 

bed fusion technology, the RenAM 500M. This 

system is fully designed and engineered by 

Renishaw to be used for serialised production of 

complex metal components, and offers increased 

automation and reduced operator touch time.

During the show, Renishaw will demonstrate 

QuantAM 2017, the latest version of its build file 

preparation software for Renishaw AM systems. 

The software allows the user to edit the build file so 

that the designer can optimise the machine settings 

and process parameters to suit the material and 

geometry of the part being processed.

“The aerospace industry was an early adopter 

of additive manufacturing and is rapidly taking 

advantage of its benefits,” explained Clive 

Martell, Head of Global Additive Manufacturing at 

Renishaw. “As part of the Renishaw commitment 

to industrialising AM we have developed intuitive 

software and systems and we are supporting the 

adoption of AM via our global network of Solutions 

Centres, where customers can evaluate Renishaw 

technology and the benefits of AM in a safe 

environment, at predictable costs, before investing 

in equipment.”

CGTech’s VERICUT is widely used in aerospace 

and defence to improve the efficiency of all types 

of CNC Machine Tools. VERICUT is CNC machine 

simulation, verification and optimisation software 

that enables users to eliminate the process of 

manually proving-out NC programs. VERICUT 

simulates all types of CNC machining, including 

Multi Axis Milling, Drilling and trimming of composite 

parts, water jet cutting, robotic machining and mill/

turn Centres. VERICUT runs standalone, but can 

also be integrated with leading CAM systems used 

in aerospace including Dassault Systemes CATIA, 

Siemens PLM NX, Autodesk PowerMill and Open 

Mind HyperMill.  Aerospace applications featuring 

the World’s leading CNC Machine Tool suppliers 

including DMG MORI, MAZAK, Starrag, GROB, 

CMS and Hermle will be featured. 

Throughout the show, CGTech will be 

demonstrating VERICUT Composite Applications: 

VERICUT Composite Programming (VCP) and 

VERICUT Composite Simulation (VCS).

CGTech will feature projects that highlight the use 

of off-line NC programming and simulation software 

for Automated Fibre Placement (AFP) machines and 

Automated Tape Laying (ATL) machines including 

robot cells. VERICUT Composites Applications 

are machine independent and machines from the 

world’s leading Composites Machinery suppliers, 

including Electroimpact and mTorres, will be 

featured.

VERICUT Drilling and Fastening (VDAF) is software 

for simulating and programming auto-drilling and 

fastening machines. These machines are used to 

assemble large aero-structures and it is essential 

to avoid programming errors and collisions at such 

a late stage in the aircraft manufacturing process.  

VERICUT allows the user to program drilling and 

fastener assembly operations in a virtual machine 

tool environment and provides simulation to 

check for a variety of potentially disastrous error 

conditions. Like all VERICUT software VDAF 

interfaces to leading CAD/CAM/PLM systems 

such as Dassault Systemes CATIA and Siemens 

NX, and is independent of the assembly machine 

manufacturer.

Additive Manufacturing Flies High
Renishaw, is exhibiting at the 52nd international Paris Air Show from June 19th-25th, held 
at Le Bourget Parc des Expositions, Paris.
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CGTech will showcase its expanded range of software applications for the aerospace 
industry in Hall 2B, Stand F172, Booth 1 at this year’s Paris International Air Show, Le 
Bourget, on 19 - 23 June 2017.

Vericut Software For Aerospace Manufacturers

visit: www.renishaw.com

visit: www.cgtech.co.uk
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IDCleaning & Degreasing

These medical products, such as implants, 

instruments and aids, not only need to be sterile, 

but they also have to be free of contamination from 

production processes.  This is where MecWash’s 

aqueous cleaning systems are providing the 

perfect solution for many companies in this sector.

MecWash has a long history of supplying aqueous 

parts washers to the medical sector.  MecWash 

began working with a major manufacturer of 

surgical implants many years ago and has since 

installed several machines that meet their exacting 

requirements.  This relationship prompted 

MecWash to investigate the sector further.

MecWash now serves many medical customers in 

the UK and overseas, both OEMs and sub-contract 

manufacturers, with highly respected names such 

as A-Dec and Sorin in the USA and Advanex 

Europe and WTI in the UK all using the Tewkesbury 

based company’s component washing systems to 

ensure they have industry leading parts cleanliness.  

A-Dec (USA), one of the world’s leading 

manufacturers of dental instruments, chairs, 

delivery systems, and dental lights, purchased 

two new MecWash aqueous parts washing 

systems to meet their dual objectives of optimum 

part cleanliness and becoming a zero-discharge 

industrial wastewater manufacturer. 

The new equipment, which includes Midi and Duo 

aqueous parts washers coupled with an Aqua-

Save Junior water recycling unit for each system, 

meet the new environmental regulations while 

attaining industry leading parts cleanliness.  

Chas Stark, A-Dec manufacturing engineer, says: 

“Clean components are integral to ensuring that 

quality. At the same time, we are committed to 

environmental quality. These new MecWash parts 

washing systems allow us to meet the highest 

component cleanliness standards and helps 

A-Dec conduct its manufacturing operations in a 

manner that is environmentally responsible and 

consistent with that of a good corporate citizen 

and neighbour.”

Another satisfied customer is Advanex Europe 

which makes products used in a variety of 

sectors including medical, and these must be 

manufactured to meet the stringent requirements 

demanded by the health sector. The firm makes 

medical coil springs and metal pressings that 

are used in metered dose inhalers, auto injection 

systems and nasal sprays.

MecWash’s AVD aqueous cleaning machine proved 

it was more than capable of meeting Advanex 

Europe’s stringent cleanliness requirements. Rob 

Newham, Head of Coil Thread, says: “We trialled 

several companies to achieve improved cleanliness 

for our parts; MecWash was not only able to supply 

the most suitable equipment, it also provided the 

correct chemical formulated to our requirements, 

achieving fantastic results that were beyond our 

expectations.”

In the USA, medical device growth is the 

largest in the world and Sorin Group (USA) is a 

global company and leader in the treatment of 

cardiovascular diseases. During cardiac surgeries, 

surgeons utilize protective caps to cover tubing 

and connectors in medical operating rooms and 

a key step in the manufacturing of these plugs is 

to ensure cleanliness. It is crucial that these caps 

are cleaned thoroughly prior to use and meet 

very exacting cleanliness standards as they are 

essential to protect patient health.  

To streamline manufacturing, ensure the highest 

cleanliness standards, and optimize resource, 

Sorin has selected MecWash Systems’ Duo 

aqueous cleaning system which not only meets 

the United States Food & Drug Administration’s 

requirements for cleaning agents used in operating 

rooms but also Sorin’s own rigorous standards. 

Due to the success of the MecWash Duo, which 

was installed in Sorin Group’s Arvada, Colorado 

facility, return on investment for bringing the cap 

cleaning process in-house was made within the 

first year of operation.

Another medical device company that uses 

MecWash’s proven technology is WTI (UK). 

Established in 1989, the company manufactures 

wire thread inserts for medical equipment that meet 

a number of internationally recognised standards. 

Andy Mason, WTI’s managing director, said: “We 

were looking for a new cleaning system to provide 

us with a higher degree of product cleanliness 

and to help increase production capacity.  Seeing 

the Duo demonstration convinced us without a 

doubt that it was the best system for our particular 

requirements.” 

John Pattison, managing director at Tewkesbury-

based MecWash, explains: “The medical devices 

market is showing continuous growth driven by 

various factors such as an ageing population, 

innovations in medical devices, changing 

lifestyles and increasing awareness about medical 

conditions and available treatments.

“As many of the devices being manufactured for 

use in the medical sector are going to be used 

inside someone’s body, for example replacement 

knee or hip joints, stringent cleanliness standards 

are quite rightly in place to protect a patient’s 

health.

“Our aqueous cleaning systems can provide 

numerous benefits for companies supplying 

components to the medical sector in terms of 

effectiveness, minimal surface residue and easier 

validation of cleaning methods as well as peace 

of mind that they are meeting the highest possible 

standards with their own cleaning regime.

“MecWash systems ensure the necessary 

cleanliness can be achieved reliably, consistently 

and cost-effectively regardless of whether it is 

implants, surgical instruments or many other 

medical products.

“If any contaminated products are released, this 

exposes the manufacturer to substantial liabilities 

so cleaning in this sector is among the most critical 

of processes.  

“Our component cleaning systems offer faster 

cleaning and reduced human labour as they can 

be pre-programmed so they will work just by the 

press of a button and systems also take up less 

space and use less water than other methods so 

they offer real efficiency savings as well,” he added. 

Crucially they also guarantee that parts have 

undertaken a consistant process, which manual 

cleaning can never do.

MecWash also employs a PhD chemist to develop 

bespoke formulations of wash fluid to best meet 

the requirements of each individual customer and 

to ensure they meet customers’ detailed surface 

chemistry needs.

John adds: “MecWash understands that all of our 

customers have their own specific requirements, 

issues and objectives – we work closely with them 

throughout all stages of the project to ensure 

we achieve the best results possible, rather than 

offering a ‘one size fits all’ approach.”

John adds: “Typically manufacture of medical 

products requires careful consideration of the size 

and configuration of the processing equipment and 

suitable cleaning techniques. Manual cleaning may 

be adequate for bench-scale production but large-

scale manufacture will be better served by a high 

quality system such as the ones we offer.  The built-

in process controls that this provides demonstrate 

consistant quality to process auditors.

“Our systems can also be configured to offer good 

loading patterns for a wide variety of components 

with tailored baskets,  racking, fixtures or using 

automation.

“As a company, we pride ourselves on being able 

to provide bespoke systems to meet any needs 

so I would urge anyone interested in finding out 

more to contact us or visit our website at www.

mecwash.co.uk,” he added.

Mecwash Ensures Medical Components 
Meet Most Stringent Standards

As medical device technology continues to advance, a new report by Visiongain predicts 

the global medical devices market will reach $398bn in 2017 and that strong growth will 

continue driven by the introduction of innovative devices into the market and also by the 

demand generated by illnesses associated with an ageing global population.

www.mecwash.co.uk
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MANUFACTURING 
& ENGINEERING 
NORTH EAST 2017

Exhibition PreviewID

Manufacturing and Engineering 2017 is a 

show absolutely unique to the North East 

region that offers visitors the chance to see, 

hear and discuss the latest engineering and 

manufacturing developments.

The North East is the UK’s industrial 

Powerhouse. The region is home to Nissan 

Motor Co. in Sunderland, Hitachi Rail in County 

Durham and Siemens Wind Power in Hull, 

demonstrating the exciting investment and 

growth taking place in the region.

Over the past two years, new business contacts 

have been established amongst the varied array 

of exhibitors from machinery, robotics, design 

and other disciplines. Alongside the exhibition, 

the fantastic blend of keynote conference 

speakers and practical workshop sessions 

instilled and promoted fresh business and 

design ideas.

Building on the foundations of a successful 

two years, the show has firmly established 

itself as an annual event that will continue to 

bring the best of British design engineering and 

manufacturing talent to Newcastle.

Exhibition Preview ID

As a world leader in metrology, Bowers will 

be showcasing a range of its own products 

manufactured in the UK, as well as a number 

of partner products from Trimos, Sylvac, and 

Accretech.

Bowers Group Sales Director Stuart Millington 

said: “MENE Exhibition brings the best of British 

design engineering and manufacturing talent 

to Newcastle, and we are once again looking 

forward to showcasing our metrology equipment. 

The North East is thriving in the engineering and 

manufacturing sector, a true reflection of the 

exciting investment and growth taking place in 

the region. Bowers Group relish the opportunity to 

showcase our products at what has become an 

important event in our exhibition calendar.”

The S-Scan 52 will be on the stand, Sylvac’s 

horizontal machine specially designed for 

workshop measurement close to the machine tool. 

The concept is to measure the parts in the same 

position as they are machined, utilising intuitive 

software with one-click measurement function 

which is perfect for multiple users.

Visitors will also have the opportunity to meet 

members of Bowers Group’s highly skilled and 

experienced Special Applications Team, who devote 

their time to the development of measurement 

solutions for non-standard applications. An 

extensive selection of bespoke equipment aimed 

at special measurement challenges will be on 

display, including solutions for the measurement 

of grooves, threads, splines and sphericals which 

are fully compatible with Bowers XT range of digital 

bore gauges and include optional Bluetooth.

Visit Bowers Group at MENE Exhibition on 5th 

and 6th July, stand number A7 at the Metro Radio 

Arena in Newcastle.

Bowers Group Showcases Latest Metrology Products 
at Manufacturing and Engineering North East

Bowers Group will be exhibiting a range of precision measurement equipment at 

the Manufacturing and Engineering North East Exhibition.

Visitors to MENE will be the first to be introduced to the new 

TruMatic 1000 fiber following its official launch in the UK, at the 

TRUMPF Open House event, coming up in June.

www.bowersgroup.co.uk
www.trumpf.com

www.nusafe.co.uk

 The TruMatic 1000 fiber is a powerhouse of 

a combination machine that provides laser 

processing, punching and forming capability. These 

qualities, together with its very small footprint, 

make this model the ideal choice for manufacturers 

and subcontractors who need to process a wide 

variety of parts cost-efficiently.

Industrial laser processing is a field in which 

TRUMPF is pre-eminent.  It has developed the 

widest range of laser sources and systems on 

the market so customers can choose the best 

technology for any application.  The company 

continues to develop these technologies to provide 

new production advantages and among the latest 

laser cutting innovations featured at MENE will 

be two new cutting processes; Highspeed and 

Highspeed Eco.

Highspeed and Highspeed Eco can increase sheet 

metal throughput considerably, depending on the 

sheet thickness, by up to 100%. In combination with 

the new TRUMPF touchdown nozzle, Highspeed 

Eco also enables enormous gas savings in fusion 

cut, up to 70% compared to standard.  

TRUMPF will also focus on how laser welding and 

laser tube cutting can present companies with a 

great opportunity to differentiate themselves in a 

5th – 6th July 2017, Metro Radio Arena, Newcastle

TRUMPF At Manufacturing 
& Engineering North East

The show is completely unique to the northeast 

and focuses on sharing the latest innovation in 

the industry.  With a vast array of exhibitors, state-

of-the-art machinery demonstrations, displays of 

robotic innovation, practical workshops, and an 

impressive blend of keynote speakers, this event 

is not to be missed. You can find Nusafe at stand 

C18 on the day of the exhibition, and we will be 

posting more information and announcements 

about the event in the coming weeks.

Nusafe at MENE 2017
We are pleased to announce that we will 

be exhibiting for the second year in a row 

at this years’ 2017 Manufacturing and 

Engineering Northeast show at the Metro 

Radio Arena in Newcastle on 5-6 July.

highly competitive market and add value to the 

service they provide.  To make the decision to 

adopt the technologies even easier TRUMPF has 

developed a choice of systems and modules, 

details of which will be available on its MENE stand.

See TRUMPF on stand number: D26
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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.

All the stars were shining in Charlotte this weekend for @

JoeGibbsRacing and @KyleBusch—congrats to everyone at #JGR for 

this weekend’s win.

Learn more about Prescribed Displacement in SOLIDWORKS 

Simulation and how it can help you in today’s #TechBlog 

http://3ds.one/QXinDh 

An #F35 Lightning II ‘gate guardian’ has joined the English 

Electric Lighting at our site in Samlesbury, Lancashire.

We are supporting our apprentices who have reached the final of the 

Brathay Apprenticeship Challenge! #BAC17.

@DIAMT1

@SOLIDWORKS

@BAESystemsAir

@JCBmachines

A client recently told us that the 

productivity boost meant they paid off 

their Star lathe in under a third of the time 

they’d anticipated!

@StarMicronicsGB




