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SMOOTH TECHNOLOGY incorporates the 

new MAZATROL SMOOTHX CNC alongside 

new machine hardware and servo systems 

to deliver an improved operator experience, 

faster machining times and further integrate 

CNC into the overall factory management 

system. The result is a breakthrough in CNC 

which uses intuitive operations in a similar 

manner to smartphones and tablets. 

For More Information:

Yamazaki Mazak U.K. Limited

Website: www.mazakeu.com
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Instead of using fastening screws 

and a drawbar adapter like alternate 

systems, the ROTA FSW is process-

reliably loosened and locked with one 

single clamping screw.

 

By using a flexible adapter, the drawbar 

of the lathe is automatically connected 

with the rotary chuck and it is precisely 

centered by the patented flexible taper. 

The patented power jaw stroke ensure 

enormous pull-in forces that optimise 

the location face and the rigidity of the connection. The locking system is form-fit and self-

locking. In order to eliminate operating errors, a display continuously informs the user of the 

individual locking status.

  

The SCHUNK quick-change system can be retrofitted to almost every lathe. It is suitable 

for manual and power chucks. The actuating force and maximum rotational speed remain 

fully preserved. Due to the low height, there are few restrictions in installation space. With its 

large through-hole, the SCHUNK ROTA FSW can be also used in modern turning centers. 

Existing clamping devices can be adapted to the ROTA FSW system with little effort and can be 

repeatedly used. The SCHUNK quick-change chuck system is available in three sizes for lathe 

chuck diameters of 215 to 260mm, 315 to 400mm and 400 to 630 mm.

Complete Chuck Change 
In Less Than Five Minutes

The new ROTA FSW quick-change chuck system from SCHUNK 
is a patented technology that promises chuck changes in less 
than five minutes.

Schunk Intec Ltd
Tel: (+44) 01908 611127   |    Fax: (+44) 01908 615525   
Email: info@gb.schunk.com   |   Web: www.gb.schunk.com

Alan Hodgetts, who has been with the company since 

1999, becomes Consumables/Spares Director, and 

Greg Capp, who joined the company in 2005, has 

been appointed to the post of Logistics Director.

Two New Directors Appointed 

at Sodi-Tech EDM
Sodi-Tech, sole UK distributor of Sodick 

linear motor EDM technology, has announced 

the appointment of two new directors:

www.sodi-techedm.co.uk

Their substantial one million pound investment in a brand new Bystronic 4020 Fiber Laser 

machine & two Bystronic CNC Xpert Pressbrakes will offer customers unrivalled cutting speeds 

& folding capabilities. These latest ground-breaking investments will provide the laser cutting 

specialists, with the infrastructure to become a one-stop-facility for a wide range of metal 

cutting, folding & bending requirements, giving their customers the benefit of single sourcing 

their components and potentially offering them huge savings on time and money.  

£1 million pound investment 
for Accurate Laser

www.accurate-laser.co.uk

West Midlands based Accurate Laser Cutting are preparing 
to take the manufacturing industry by storm as they eagerly 
anticipate the arrival of their state-of-the-art cutting and folding 
equipment over the coming months.

The newest release contains a great set of features and 

new technologies: Web based platform announced, 

Three tier connectivity replaced with HTTP/S solution, 

Spreadsheet data collection built into the product, 

Location based user profiles, Cloud based data 

exchange between labs and end customers.

IndySoft Version 10 
Technology Preview

Version 10 is nearing release! View a brief 

technology preview on the official IndySoft 

website.

You can check out the technology preview at 

http://www.indysoft.com/version-10-release

The two machines added to the range offered by RK International are the Delta Rotax 7 

Compact plus and Delta Rotax 9 Compact Plus high precision, fully automatic, rotary table, 

horizontal spindle NC grinding machines. These machines target applications from one-off to 

volume production across a range of industry sectors such as toolmaking, automotive, bearing, 

and mouldmaking.

Both machines are travelling column type with a horizontal wheel axis. The travelling column, 

in line with all of the other machine axes, moves on pre-loaded hydrostatic bearings, a feature 

that ensures maximum accuracy. This design also eliminates the overhang error that is 

commonly found in quill-type wheelhead assemblies. This accuracy is further enhanced by 

use of oversized , reinforced castings that achieve maximum machine stiffness, the design of 

which was developed using Finite Element Analysis in conjunction with academia. The result 

is a machine that is not only accurate, achieving excellent surface finishes, but one capable of 

high levels of stock removal, making it highly productive.

Travelling Column Rotary Grinders

Add To Grinding Choice
RK International Machine Tools has announced an extension of the 
portfolio of grinders available as part of its agency agreement with 
Italy-based Delta.

RK International Machine Tools Limited

Kent DA8 1PW   |   Tel: 01322 447611   |   Fax: 01322 447618

e-mail: simonrood@rk-int.com   |   Website: www.rk-int.com

Once registered, customers can start to collect Bonus Points that can be redeemed against 

future cutting tool orders. 

The WNT Bonus Point Programme is structured to give customers 10 points for every £150 

(net) order placed, with one additional point for every £15 spent over that minimum order 

quantity. These points can then be used to offset the cost of future orders on a wide range 

of WNT products included in the programme, with earned points being valid for six months.  

Registration for the scheme is straightforward and can be completed online at www.wnt.com 

or by telephoning 0800 073 2073. Once registered they will have access to the entire WNT 

online catalogue and receive the same level of guaranteed delivery, but with the benefit of being 

able to order tooling 24/7 and gaining the benefit of free tools as a member of the Bonus Point 

Programme. Example redemption values for the WNT Bonus Points are 84 points to get a free 

26 mm parting blade, or 380 points for a 50mm diameter facemill body.

Loyalty Programme 

Rewards Online Customers
WNT’s recently unveiled Bonus Point Programme is aimed at 
rewarding existing online customers and encouraging others to 
make use of the WNT Online Shop.

The 22-page Bonus Point Programme highlighting all of the tools and toolholders 

that are included in the scheme can be downloaded here: www.wnt.com

With sizes starting at 5.2mm, this backs 

up the already established Denitool Micro 

Copy/Mini Copy ranges known to end-

users.

Denitool copy turning and boring tools 

with solid carbide indexable bars offer 

rigidity and accuracy, yet still cover 4-6 

x D work; with insert radius 01/02 from 

stock and two approach angles for rear 

copy work.

Denitool grades DX2 and DX32 are ideal 

for machinng tough materials including 

Super Duplex/nickel alloys where the 20 

range chip breaker reduces cutting forces.

Big news 
for tiny tools!

A new development from Denitool is an 

enhancement of one of the world’s smallest 

copy turning ranges.

In its 25th year CCIA is the biggest and 
best arrive-and-drive event in the UK

Stocdon are UK and Ireland disributors for 

Denitool turning tools, contact them for further 

information +44 (0)1242 241123 

www.stocdon.co.uk

www.company-car-in-action.fleetnews.co.uk

Aberlink Innovative Metrology LLP are continuing 
to expand their international facilities to cope with 
impressive growth in worldwide demand for their CMMs 
and metrology software by opening a wholly owned US 
subsidiary, based in North Branford CT. Aberlink USA 
has a comprehensive showroom facility for customers 
based in the NE, and will offer both technical and sales 
expertise to support Aberlink’s existing US distribution 
network throughout the US.

Aberlink Expand Their
International Facilities

www.aberlink.com

Thanks to the support of the motor manufacturers, 

contract hire and leasing companies and essential 

industry suppliers, the event is now the must attend 

event in the fleet calendar. With 26 brands with nearly 

300 vehicles to test drive! 

1-2-1 Manufacturer Business Meetings

One of our major inititiatives this year these half hour 

meetings will allow you to:

•	 Delve more deeply into a particular vehicle’s 

performance that you have just test driven

•	 Find out more from the manufacturer about their 

fleet policy

•	 Explore the range of vehicles they offer

•	 Compare purchase prices

Company Car In Action Is Back
BIGGER AND BETTER!
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SCHUNK wants to push ahead with its investment 

program and expand its local presence in China, 

something that was emphasised by Henrik A. Schunk, 

Managing Partner of SCHUNK, at the opening 

ceremony. 

Since 2003, SCHUNK has been represented in China 

with its own subsidiary that has witnessed consistent 

growth since its market introduction. As the Managing 

Partner of SCHUNK, Mr Henrik A. Schunk calls the new 

headquarters an important milestone in the 70-year 

history of the family-owned company. With the opening 

ceremony ‘a new era of SCHUNK begins in the Chinese 

market’.

SCHUNK Grips New Horizons 
With New Facility in China

At a formal ceremony, SCHUNK, the 

competence leader for clamping technology 

and gripping systems has now opened a 

new China Headquarters in Shanghai.

Seminar and workshop from ABB Robotics 
provides you with the right tools to transform 
your profitability through robotic automation.

www.gb.schunk.com

Available in the UK from sole agent, TDT 

Technology, the range comprises KG 

(three-axis) and KG5A (five-axis) series 

machines, with the latter featuring a 

full A/C-axis tilting and rotating head 

to facilitate highly efficient machining 

operations in five axes of motion.

The two-axis milling head, which offers 

±105° in the A-axis and ±200° in the 

C-axis, is manufactured by Kessler of 

Germany and is representative of the 

high quality components deployed 

throughout the series..

The main X, Y and Z axes also feature INA linear guideways from German company, Schaeffler. 

These are designed to deliver high rigidity while machine motion is taking place. To ensure 

positioning accuracy of ±0.015 mm and repeatability of ±0.01, the use of Heidenhain linear 

scales and closed loop control is offered in X, Y and Z so that customers can rest assured 

of precision-machined workpieces. This is obviously critical where large components are 

involved, particularly considering the high cost of raw materials and the hours of added-value 

metalcutting that could potentially be lost on inaccurate machines.

TDT Unveils Gantry

Machining Centres
Kao Fong Machinery (KAFO) has developed a gantry type machining 

centre for large and/or heavy workpieces.

Exhibition organiser Messe Frankfurt has announced the long-

rumoured plan to hold a regional UK edition of the vast trade fair.

The event is scheduled for 7-9 June 2016 at the NEC and is to be held in partnership with SMMT. 

One of the factors for deciding to hold a show is an increased volume of car manufacturing in 

the UK with the corresponding need for replacement parts from domestic market suppliers.

Detlef Braun, Messe Frankfurt’s Member of the Executive Board, said: “We have conducted 

extensive research at our Frankfurt show, which informed us that there was a huge appetite 

for an event which focuses on the buoyant UK automotive sector. In SMMT we have a strong 

supporter to help us deliver an exceptional event.”

The UK edition of the show will be organised under licence by Forest Exhibitions. It will be in the 

NEC’s Hall 9 and predicts 250 exhibitors and 5,000 domestic visitors.

Automechanika
comes to the NEC

www.industryforum.co.uk

www.tdt-technology.co.uk

ABB Robotics will be running the latest in its popular 
‘Switch to Robots’ seminar and workshop events, 
explaining the benefits that robotic automation can 
bring for SME companies and how to find, implement 
and run the best robotic solution.

Taking place at ABB Milton Keynes site on Tuesday 7th 
July, the event will provide a simple step-by-step guide 
to introducing robot automation to the factory floor.

Starting with the question ‘How do you know if you 
need a robot?’ the seminar will begin by outlining the 
issues that need to be addressed when assessing 
whether installing a robot could be beneficial. This will 
include advice on how to look for gaps in your current 
processes and how to identify your current performance 
in areas such as productivity, health and safety, quality 
and resource utilisation. This will be accompanied by a 
look at the potential return on investment that can be 
achieved.

Seminar Explains Why It Could
Pay To Invest In Robots

book your place, please email:

robotics@gb.abb.com or call 01908 350300, 

ref. ‘Switch to robots seminar’
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The new Schaublin SRS clamping system 
enables the machine operator to adjust 
the concentricity of the collet to a runout 
of less than 0.002mm along the whole 
length of the component or tool shank.

Whilst the concentricity and precision 
of this new innovation is impressive, 
equally impressive is the ease of use and 
adjustment to achieve such high precision 
results. The SRS can be applied to the 
manufacture and regrinding of cutting 
tools, precise operations on pick-off spindles, miscellaneous grinding applications and for the 
highly precise inspection of components.

The advantages of the SRS collet adapting device are numerous. However, the key advantage 
is its ability to deliver remarkable precision with an easy adjustment process. The new collet 
setting device from Schaublin, the Swiss precision specialist has been developed to minimise 
maintenance requirements with remarkable protection from dirt, dust and swarf ingress. 
Extremely flexible, the SRS can be applied to most collet types and is compatible with a wide 
variety of machine tools.

Floyd Gives Micron Precision 
With New SRS SystemTOM

For truly concentric grinding of cylindrical components, Floyd 
Automatic Tooling has now launched the Schaublin Runout Adjustment 
System (SRS) into the UK marketplace.

Companies are spending increasing amounts on cybersecurity tools, but 
aren’t convinced their data is truly secure and many chief information 
security officers believe that attackers are gaining on their defenses, 
according to a new RAND Corporation study.

For further details on how the SRS system can improve your precision down to the very 

last micron, please contact Floyd Automatic on Tel: 01462 491919.

The study, “The Defender’s Dilemma: Charting a Course Toward Cybersecurity,” can be 
found at http://www.rand.org.

VXinspect is said to provide simple integration 

for contact and non-contact measurement. The 

dimensional inspection software is designed to be 

used in combination with the company’s HandyProbe, 

MetraScan 3D and HandyScan 3D portable 

measurement devices.

Charting the future of cybersecurity is difficult because so much is shrouded in secrecy, no one 
is entirely certain of all the methods malicious hackers use to infiltrate systems and businesses 
do not want to disclose their safety measures, according to the report.

While worldwide spending on cybersecurity is close to £40 billion a year and growing at 10 
percent to 15 percent annually, many chief information security officers believe that hackers 
may gain the upper hand two to five years from now, requiring a continual cycle of development 
and implementation of stronger and more innovative defensive measures.

“Despite the pessimism in the field, we found that companies are paying a lot more attention 
to cybersecurity than they were even five years ago,” said Martin Libicki, co-lead author of the 
study and senior management scientist at RAND, a nonprofit research organization.

The RAND study includes recommendations for both organizations and policymakers. 
Organizations need to determine what needs to be protected and how badly.

Companies Are Making 
Cybersecurity A Greater Priority

Measurement Solutions releases 

VXinspect 3D software
Now available in the UK from Measurement 

Solutions is Ametek Creaform’s all new 

VXinspect 3D inspection software, which 

includes tools for first article inspection 

and quality control.

A 3D printing machine capable of rapidly 
producing anything from aerospace 
components to running shoes as cheaply 
as traditional manufacturing techniques 
is being developed in Yorkshire.

www.measurement-solutions.co.uk

www.sheffield.ac.co.uk

The machine, being built at Sheffield University, will be 

able to produce plastic parts three times larger and 100 

times faster than existing comparable 3D printing, or 

additive manufacturing (AM) machines.

Unlike existing AM techniques, in which a laser is used 

to fuse the powder, high speed sintering uses an infra-

red-absorbing ink

Crucially, it is also the first AM device capable of 

producing parts as cheaply as conventional injection 

moulding techniques, according to its developer Prof 

Neil Hopkinson in the Faculty of Engineering at Sheffield 

University.

3D Printing
100 Times Faster
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The facility has been specially arranged to 

reflect the companies’ customer oriented 

focus, with a considerable spares and 

consumables capability and centralised 

Technical Services team operating new, 

ticket managed support systems.

“Our new premises are yet a further 

example of our dedication to our 

customers”, says UK Managing Director, 

Barry Rooney, “The facility allows us to operate with the best possible efficiency, with modern 

systems and an inviting and comfortable place for both our staff to work and for our customers 

to meet with us”

The company remains in Bedford, centrally positioned between the A1 and M1 motorways and 

has retained the original telephone contact numbers.

Kaltenbach Ltd Relocation
- the UK division of the Kaltenbach Group

Kaltenbach Ltd have recently completed the relocation of their Bedford 

based, Sales and Service operations to modern new premises.

ETG Workholding, a new division within the Engineering Technology 

Group, now offers thousands of specialist metal cutting related products 

alongside a bespoke fixturing design and manufacturing capability 

using the well-proven Hyfore capabilities.

Kaltenbach  |  www.kaltenbach.co.uk   |   Call: +44 (0)1234 213201

The all new ETG Workholding web site has over 
100,000 individual products for sale 
covering the spectrum from collets and 
workholding accessories to precision 
engineering equipment such as probing 
and quality control products as well as 
everyday consumables from leading brands.

In addition, now being located in the same 
Coventry premises as the Hyfore Engineering design 
and engineering facilities, ETG Workholding offers a 
comprehensive bespoke workholding and prototype manufacturing 
capability all from a single source.

ETG Workholding’s expertise is based on the proven ‘ShopHardinge’ model. When ETG took 
over the sales, service and customer support agreement for Bridgeport and Hardinge machine 
tools some two years ago it acquired the UK sales operation known as ‘ShopHardinge’ – 
effectively an on-line shop for Hardinge toolholders and a range of third party products.

 Now, ETG Workholding has expanded the inventory, offering many thousands of products 
not just from Hardinge but also a growing number of specialist suppliers in its web based 
catalogue.

UK’s Largest Workholding 
Products And Engineering Capability

Further details on ETG Workholding visit the dedicated website – 

www.ETGworkholding.com or call: +44 (0)2476 993153

Doosan is no stranger to the ‘Red Dot’ winner’s podium 

having won the same award last year with its Puma 

SMX 3100 multi-tasking mill-turn machine.

Equipped with state-of-the art linear motor and direct 

drive technology, the FM 200 5AX 5-axis machining 

centre is ideal for high-accuracy simultaneous 5-axis 

contouring and is aimed at manufacturers machining a 

wide range of complex parts, including medical devices, 

automotive turbo chargers and other precision parts.

“To win the Red Dot Product Design Award for two 

consecutive years is a considerable achievement and 

reflects the scope and scale of Doosan’s research and 

development capabilities, and the company’s ongoing 

commitment to design advanced, market-leading 

machine tools.” Tony Dale, Technical Director at Mills 

CNC

International Design Award 
For Second Year In A Row

Doosan Machine Tools has won the 

prestigious 2015 ‘Red Dot’ Product Design 

Award with its high-speed, high-precision 

FM 200 5AX (5-axis) machine, which was 

launched in August 2014.

Mills CNC

www.millscnc.co.uk

Call: +44 (0)1926 736736
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This isn’t the case for Poole based Multispark, a 

subcontract manufacturer to the oil & gas, satellite 

and F1 sectors.

The second generation family owned business has 

been working in the wire EDM and spark erosion 

sector since its inception in 1969. As Multispark 

Director, Mr Dave Sheldon confirms: “We have 

decades of expertise. We don’t offer subcontract 

turning or milling, everything is EDM and this alone 

puts us in a niche market position. Our expertise 

and the capabilities of our plant list of 19 machines 

that includes 8 wire EDM, 9 spark eroders and two 

hole burning machines enables us to cut anything 

from steel, copper and brass through to graphite, 

aerospace grade alloys such as titanium and also 

PCD. Our ability to machine PCD through our 

innovative techniques and in-house machine tool 

retrofits and methods, is something that takes our 

niche capabilities to a whole new level.”

As a continually growing business that is investing 

in cutting edge technology whilst replacing ageing 

machines, Multispark has just acquired two new 

Accutex AL600 wire erosion machines from CNC 

International to replace two old Agie machines. Like 

any astute subcontractor, 8 employee Multispark 

reviewed the EDM market but it was the capability, 

build quality, performance and above all the service 

from CNC International that sealed the deal. As Mr 

Sheldon continues: “Down the years we’ve had 

machines from most EDM suppliers, but its the 

service from CNC International that clinched the deal. 

CNC has been servicing our machines since the late 

1990’s and this longstanding relationship has always 

been based on their exceptional service levels.”

Sparking Up the Savings...

The driving factor behind the Accutex purchases is 

the relentless company growth that will soon see the 

Dorset company open a second factory unit on the 

other side of the coastal town. Whilst a new facility 

is part of the growth strategy, investment to improve 

productivity is also a must. Since the December 2014 

installation of the two new machines, Multispark has 

witnessed productivity improvements of 40% with 

each of the new Accutex machines. Commenting 

upon this, Multispark’s Works Manager and Accutex 

operator, Mr Chris Bailey says: “With the increased 

productivity of the new Accutex wire EDM’s, the 

output of the two new machines is equal to four of 

our older machines. So, we have drastically improved 

capacity without requiring additional floor-space. 

Furthermore, the ageing Agie machines constantly 

required operator intervention because the rollers and 

belts that feed the wire constantly needed changing. 

By eliminating this maintenance factor, the Accutex 

AL600’s are saving us another 10 hours a week in lost 

production.”

“Furthermore, we run our machines lights-out and 

we have CCTV on the shop floor to alert us when 

machines are on-stop. Our team is alerted to any 

machine stoppages via mobile phone texts, so 

we can come back to work to correct faults and 

commence production. With our older machines, we 

would either avoid lights-out running or risk being 

recalled for machine stoppages. The reliability of 

the AL600’s allows us to comfortably set large jobs 

for lights-out production, confident that there will 

be no call-outs. The combination of 40% improved 

productivity, saving 10 hours a week in downtime and 

the ability to confidently run unmanned makes the 

machine utilisation of the Accutex machines closer to 

75% more productive than our older machines.”

An additional benefit for the South Coast company is 

the more powerful generator and flushing pump on 

the AL600. The pump fills the tank 50% faster than 

the old machines, reducing non-cutting times even 

further. Not only does this feature reduce non-cutting 

times, it also clears waste from the work area faster, 

which enables the AL600’s to use less power and 

generate a slower more efficient pulse.  The result is 

a reduced wire feed rate, which is allowing Multispark 

to slash its wire costs by over 60% on the new 

machines.

Improved Flexibility With Accutex..

The distinct advantage of the Accutex AL600 

Series is its spacious work area of 600 by 400 by 

300mm; something that allows Multispark to process 

significantly larger jobs. The work area of the AL600 

is 50% larger than the previous machines whilst only 

occupying a similar floor-space to the machines 

they replaced. As Mr Bailey continues: “The large 

work envelope allows us to machine larger jobs, 

which is suited for lights-out and the space inside 

the tank makes it easy to maintain the machine 

and load the jobs. As a business, we have gained a 

multitude of productivity, machine uptime and cost 

reduction benefits. On top of this, the Accutex has 

improved surface finishes and precision by delivering 

a tolerance capability of +/-3microns.”

“On a personal note, the Accutex machines are 

intuitive and easy to use with their 19 inch touch 

screen monitor that is graphically driven to make 

operation almost self explanatory. The powerful 

control is linked to the OptiCAM system we 

purchased from CNC International with the Accutex 

machines and this streamlines our operation with 

regards to improving machine programming, set-up 

and work through-flow. From an operator perspective, 

I’m delighted we have the machines as they are 

very user friendly. From a management perspective, 

we couldn’t ask for more in terms of productivity 

benefits, quality and precision improvements, 

machine utilisation and capacity increase and of 

course the cost reductions through less consumable 

usage. All this will undoubtedly deliver a fast return on 

investment for Multispark,” concludes Mr Bailey.

Providing the Spark 
for Oil & Gas Subcontractor

Carving your own niche in the subcontract manufacturing sector is something that many will boast, but in 

reality, there is always a company snapping at the heels offering the same service. 

CNC International

Unit 3, Alton Business Park, Alton Road

Ross-on-Wye, Herefordshire, HR9 5BP, UK

Tel: 01989 562408

Email: sales@cncinternational.co.uk

Web: www.cncinternational.co.uk
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“We are massively busy and simply needed 

more capacity,” says Amtek Precision’s 

Managing Director Mike Jones on the latest 

investment. “Even though we had switched 

to Sodick machines in 2012, it wasn’t a 

foregone conclusion that we would buy 

more. However, we listened to our guys on 

the shop floor and that made our decision 

easy. We are particularly fond of the linear 

drive technology. Ballscrew drives on other 

EDM machines are fine when they’re new, 

but they wear. With Sodick we get a 10-year 

guarantee on positioning accuracy.”

Celebrating its 30th anniversary in 2014, 

Amtek Precision has grown to become one 

of Europe’s premier precision toolmakers 

for high volume, multi-cavity plastic injection 

moulds – around 80% of the company’s 

business is for the plastics industry. 

Typically the moulds produced by Amtek 

produce pharmaceutical and medical sector 

components, while caps and closures is 

another strong market segment. The levels of 

precision achieved (±0.003mm 

in some instances) are beyond 

that of conventional toolrooms 

and the company competes 

not with China, but with rivals in 

Switzerland and Germany. 

“Aside from toolmaking we are 

also seeing growth in the number 

of aerospace manufacturers 

turning to us for component 

manufacture,” says Mr Jones. 

“They seem to be coming here 

because they want a higher level 

of quality assurance than they can get from 

the Far East.”

To capitalise on the advances of Sodick’s 

digital Smart Pulse generator and linear 

motor system, the design of the SLC600G 

wire EDM features a compact and fully 

enclosed machine which uses the latest 

human interface with a 19-inch touch screen 

colour control. The SLC600G joins a Sodick 

AG600L wire machine at Amtek.

The reason for choosing the AG60L die sink, 

the second on site, rested on its impressive 

tank depth (400mm maximum fluid level) 

along with other features that include a 

32-station tool changer fitted with Erowa 

technology (Erowa automatic chuck also on 

C-axis), SGF nano-wear discharge unit, LN2 

control system and TMM3 functionality for 

high speed cutting of carbide materials. 

“To help justify the cost of the new machines 

we are looking into running the machines 

overnight with aerospace components, 

possibly by palletising the jobs, and running 

mould tools in the daytime,” says Mr Jones. 

The cores and cavities produced on the 

Sodick EDM machines at Amtek’s 12,000 

sq ft facility are typically complex with 

demanding dimensional tolerances. High 

cavitation mould tools of 72, 64 and 48 

impressions, hot runner system moulds, in-

mould closing, unscrewing moulds and stack 

moulds are among the Amtek capabilities 

offered to help meet market requirements. 

“Business is fantastic at 

the moment,” concludes 

Mr Jones. “However, 

although business 

levels remain strong, we 

know we must continue 

upgrading our plant with 

the latest machinery and 

technology in order to 

remain competitive – it’s 

the foundation of our 

business success.”

Precision Toolmaker Installs Two New 

Sodick EDM Machines
Totnes-based Amtek Precision Engineers Ltd, one of Europe’s 

leading mould toolmakers, has acquired from Sodi-Tech two 

high specification Sodick machines – an SLC600G wire EDM 

and an AG60L die sink EDM. The move brings to five the 

total number of Sodick EDMs on site at Amtek following the 

installation of three new machines in 2012, one wire, one die 

sink and one hole drill model.

Above: STPR181-1/2: Sodick 
technology installed at Amtek 
Precision

IDEDM

Amtek Precision Engineers Ltd, 

Units 2-6, The Paddocks, Totnes, 

Devon TQ9 5XT

Tel 01803.865665

http://amtek-precision.com

Sodi-Tech EDM Ltd., Rowley Drive, 

Baginton, Coventry, CV3 4FG

Tel: 024.76.511677

email: sales@sodi-techedm.co.uk 

www.sodi-techedm.co.uk
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Formaplex has been working with many Formula 

1, motorsport and aerospace customers since 

its foundation in 2001. The company operates 

24/7 to provide the manufacture of master 

patterns, components, tooling for composite part 

manufacture, and finish machined composite parts 

in-line with the demanding requirements from 

these high-tech industry sectors.

As a Tier 1 supplier to low-medium volume 

automotive customers, including demanding 

prestige brands and sports cars, Formaplex 

provides integrated services including design 

support and advice, manufacture tooling, and 

supply injection moulded plastic parts and 

composite parts to meet delivery schedules. 

Parts are supplied as individual items, complete 

assemblies, and where required, are finished and 

painted.

Formaplex operates from three sites on the South 

Coast which collectively span over 140,000 ft2, The 

company also designs and manufactures injection 

mould tooling for many of the components required 

by most of the high volume car manufacturers. 

Operations Director, Chris Carter, comments: 

“With extensive capabilities and a very experienced 

team we are a preferred supplier for the design 

and manufacture of injection-mould tooling for 

key Tier 1 companies supporting the high volume 

automotive industry throughout Europe.”

The toolroom at Havant produces new mould 

tools for low volume production and also modifies 

tooling, where manufacture is outsourced to global 

partners. “I’ve been in this business over 30 years. 

Most tools will require minor modifications between 

design and production, it’s the nature of our 

business. Once tooling goes into operation, quality 

control will identify any glitches and the necessary 

changes can then be made says Chris Carter.

Growing demand for Formaplex’s services 

highlighted the need for a large DM mchine, as 

the volume of this work was increasing. By mid-

2014 the decision to invest was taken, as Chris 

Carter explains: “My experience with ONA EDM 

machinery goes back more than two decades, 

and I have purchased a number of the company’s 

EDM die sinkers from UK agent, Warwick Machine 

Tools (WMT), over the years. I have always had 

professional service and support from WMT, the 

machines themselves are very durable, robust 

and reliable. With ONA we are buying quality 

machinery that we can depend upon to meets 

our requirements and to perform under extensive 

operation.”

For ease of access to load and unload the large 

mould tool components, Formaplex wanted a 

bridge-type machine. Although this specification 

was not available, ONA had a suitable machine 

that could be rebuilt and retro fitted with 

completely new components. Other than the cast 

structure the ONA PX S1 installed at Formaplex is 

completely new, with a new table, motors, scales 

and generator, as well as the latest ONA NX CNC 

system.

“With axis travels of 1,500 mm in X, 1,000 

mm in Y and 400 mm in Z, the price was very 

competitive, and there’s not really another machine 

manufacturer offering bridge-type machines now. 

ONA EDM generators are very good, and the 

front end is not as complicated as other systems,” 

states Chris Carter.

While ONA die sinkers are designed to operate 

around-the-clock, the requirement at Formaplex 

is very demanding.The machine can be running 

for 3 or 4 days continuously.. Chris Carter recalls: 

“When we first set up we considered engineering a 

method of cutting thin, deep rib sections on a CNC 

miller rather than putting it on a die sinker. This was 

not a cost-effective or time efficient process to get 

a finish in the cavity. It became apparent that we 

could not achieve the same results with a milling 

machine as you can with a spark eroder, it’s also 

faster to die sink to our tolerances and geometric 

form requirements.”

The toolroom at Havant produces the tools used 

in the large mould machines. At 3,500 tonne and 

1,500 tonne, these machines produce large single 

piece components, such as bumpers, facia and 

engine trays for the automotive industry. With 

a large 2,000 by 1,180 mm worktable capable 

of accepting workpieces up to 10,000 kg the 

machine can easily accommodate the company’s 

mould tool components.

Formaplex also project manages its overseas 

manufacturing operations, performing rigorous 

tests on the tooling manufactured by global 

partners. This ensures that when the tooling arrives 

in the UK at Formaplex, any set-up time and work 

prior to production is kept to a minimum. This is 

vital when working on approximately 120 large 

tools per year, weighing up to 25 tonne or more.

“We have extensive tool making expertise and 

state-of-the-art-technology to produce superior 

quality tools. Continuous investment is paramount, 

and we will consider further ONA bridge-type 

machinery in the future. Our experience working 

with WMT has also been exceptional,” concludes 

Chris Carter.

ONA EDM Supports Formaplex’s 

World-Class Manufacturing Solutions
Formaplex is a dynamic manufacturing group using innovative processes and state-

of-the-art manufacturing techniques to deliver cost-effective, superior tooling and 

component solutions to customers across many demanding sectors. 

EDM ID

Warwick Machine Tools Ltd

Tel:  +44 (0)1676 534 534 

Email: sales@warwickmachinetools.co.uk

www.warwickmachinetools.co.uk
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SMOOTH TECHNOLOGY incorporates the 

new MAZATROL SMOOTHX CNC alongside 

new machine hardware and servo systems to 

deliver an improved operator experience, faster 

machining times and further integrate CNC 

into the overall factory management system. 

The result is a breakthrough in CNC which 

uses intuitive operations in a similar manner to 

smartphones and tablets. 

As with all Mazak technology, the new 

SMOOTHX is designed with ergonomic comfort 

for the operator front of mind. The operating 

panel boasts a 19 inch touch screen yet is 36% 

smaller than its predecessor and can be rotated 

to suit the posture of the operator. 

The launch of SMOOTHX also marks a major 

leap forward in usability with the development 

of the new Smooth Graphical User Interface 

(GUI), designed in conjunction with the world 

famous industrial designer Ken Okuyama. It 

features five new process home screens that 

present critical data in a single page view, whilst 

simplifying the key operational stages: from part 

programming, management of tool data and 

set-up, through to the actual machining cycle 

and machine maintenance. 

The new Quick MAZATROL interface for 

SMOOTHX dramatically reduces the process 

time and number of keystrokes required 

to enter a conversation program by 38% 

compared to its predecessor. This is achieved 

by the use of touch screen technology and 

real-time processing of the 3D part shape in 

simultaneous view as the program is complied. 

Editing is made simple by touching the 

displayed 3D part to reach the feature in the 

program. SMOOTHX also features a new 3D 

assist function to enable the import of 3D CAD 

to the CNC, further reducing programming time. 

MAZATROL SMOOTHX also features a range of 

new MAZATROL programming functions such 

as Intelligent Pocket Milling which can reduce 

machining time by up to 60% compared 

to conventional offset tool paths. Fine 

increment programs such as simultaneous 

5-axis machining and free-form die-

mold machining also benefit from new 

functions such as Seamless Corner 

Control; Variable Acceleration 

Control; and Smooth Machining 

Control, to reduce cycle times. 

Crucially, SMOOTHX is capable 

of ultra-fast processing speeds up to four 

times faster than its predecessor, enabling it to 

respond to the demands of the latest generation 

of servo motors employed. 

The SMOOTHX can also play a key role in factory 

management operations through its ability to 

manage data and production systems on one 

platform and with an open interface, enabling 

automation equipment to be connected and 

managed from the CNC. 

Richard Smith, Managing Director UK & Ireland 

Sales Division for Yamazaki Mazak, commented: 

“SMOOTHX is a revolution in CNC, going 

beyond merely using a touch screen to reduce 

programming times, by delivering a step-

change capable of dramatic improvements in 

overall machine performance.”

He continued: “SMOOTHX marks a leap in 

technology equivalent to the jump from desktop 

to tablet computing with all the associated 

benefits, from user interface via the touch 

screen, through to the integration of new 

intelligent control technologies, component 

visualisation and factory connectivity.

“Yamazaki Mazak has a long history of delivering 

cutting-edge CNC solutions. We believe our 

latest control to be the world’s fastest CNC and 

an unprecedented breakthrough in the use of 

smart technology to aid programming, machine 

performance and connectivity.”

Mazak launched the new control to the 

European market at a dedicated Open House, 

which ran over three consecutive days in May 

at the company’s European Headquarters and 

advanced manufacturing facility in Worcester. 

The event showcased the versatility of 

SMOOTHX as the new control system was 

installed across five different machine tools, 

as well as a number of SMOOTHX simulation 

panels, to demonstrate the technology’s 

compatibility across a wide range of machining 

applications, from turning and milling to multi-

tasking and full 5-axis 

machining. 

The machines on display 

included: an INTEGREX 

i-100 BARTAC-ST; INTEGREX 

i-200S; INTEGREX i-400; 

INTEGREX i-630V/6; and a 

VARIAXIS i-700T.

With a number of 

customers from across 

the continent visiting 

the site, which is home to Mazak’s European 

headquarters, advanced manufacturing facility 

and European Technology Centre – the event 

was a true celebration of the positive state of 

Europe’s manufacturing industry.

Mr Smith Concluded: “Our May Open House is 

always one of the first events to be scheduled 

on our calendar and this year’s event proved 

to be as popular as ever. Coinciding with the 

European launch of our most innovative CNC to 

date – SMOOTHX – it proved to be a great event 

for the company and a fantastic opportunity to 

introduce the technology to our customers first 

hand.”

Sparking a CNC revolution with the new 

SMOOTH TECHNOLOGY
Yamazaki Mazak is set to revolutionise the world of CNC and deliver a 

step-change in machine control and performance with the launch of 

its SMOOTH TECHNOLOGY.

Right: Yamazaki Mazak’s SMOOTH 

TECHNOLOGY incorporates the 

new MAZATROL SMOOTHX CNC 

alongside new machine hardware 

and servo systems to deliver an 

improved operator experience, 

faster machining times and further 

integrate CNC into the overall factory 

management system.

For more information:

Yamazaki Mazak U.K. Limited

Badgeworth Drive

Worcester 

Worcestershire

WR4 9NF 

Tel: 01905 755755

Fax: 01905 755001

e-mail: sales@mazak.co.uk 

Website: www.mazakeu.com
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Now available in the UK through Nuneaton based 

Leader CNC, the new FAT Haco machines can be 

tailored to the bespoke demands of the customer.

The FAT Haco TUR RM120 and the larger TUR 

RM 240 CNC machine tools have both generated 

considerable success on the continent in the rail 

industry as the build quality, capability and capacity 

meets the needs of the sector. The most recent 

installation was at a Polish OEM that acquired 

both machine types for the processing of railway 

junction components and railway tracks. Despite 

their recognised success in the rail sector, the 

characteristics of the robust FAT Haco machines 

also makes them an attractive proposition for 

manufacturers of large parts in the aerospace, oil 

& gas and power generation markets. 

The smaller of the two machines, the TUR 

RM120, has an 8M by 1.2Mtravelling bed that sits 

between the twin column framethat has a spacious 

2.2Mclearance distance between columns. This 

sizeable gantry provides an 800mm stroke in the 

Z-axis whilst the X and Y-axis travels cover the 

complete bed at rapid rates of 15M/min. 

To demonstrate their heavy duty cutting 

credentials, the TUR RM120 and TUR RM240 are 

supplied with a monstrous 68kW motor that offers 

a maximum torque rating of 5400N.m.  This drives 

the ISO60 taper spindle through a speed range of 5 

to 2000rpm with uncompromising levels of power. 

This powerful spindle can accommodate cutting 

tools up to 50kg in weight with a maximum diameter 

of 315mm. The TUR line has a 10 position ATC 

for vertical tools, with an additional 5 stations for 

horizontal tools which are automaticallyloaded into 

the angular milling head. These two configurations 

give the end user the capability to perform vertical 

and horizontal machining operations, thereby 

reducing set-up times and improving cycle times. 

This same configuration is also installed on the 

larger TUR RM240, with itskey difference being the 

larger 8 by 2.4M bed and longer axes travel.

The build quality of both machines is exceptional, 

with the cast iron bed, table, cross-rail and columns 

all being cast in FAT Hacos own foundry. The gears 

and bed are hardened to 60Rc and then ground, 

providinglongevity beyond that of alternative 

machine tools. All axes are equipped with 

brushless AC servomotors, planetary gearboxes, 

Heidenhain linear scales, rigid ballscrews and 

direct measuring systems, thus ensuring maximum 

positional accuracy, repeatability and precision 

contouring. Incorporated into this robust range of 

machines are components of the highest quality 

from NSK, Siemens, Sauter and Danfoss. This 

includes Siemens drives that work in harmony with 

the Siemens 840D SL CNC control unit. 

To protect the guideways from the huge quantities of 

swarf that are produced by the TUE RM machines, 

the guideways are protected by telescopic guards, 

and swarf is efficiently removed from the machine 

by three in-built chip conveyors. To ensure the TUR 

RM is supplied to exceed customer expectations, 

Leader CNC can install a range of optional extras 

that include various coolant systems, workpiece 

and tooling measurement, probing and specialised 

hydraulic clamping devices and fixtures.

The growth of the rail industry throughout Europe has now seen FAT Haco introduce two new 

double column machining centres for the processing of particularly large components for 

this sector. 

Right: Heavy Duty Rail Milling on 
the FAT Haco

Above: New Haco TUR from Leader 
CNC

Leader CNC Steams Into the Rail Market

With FAT Haco Machines

Leader CNC Technologies Ltd

Unit 7 Eastboro Fields

Hemdale Business Park

Nuneaton

CV11 6GL

Tel: 02476 353874

Email: sales@leadercnc.co.uk

Web: www.leadercnc.co.uk
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The Crossrail route will serve 40 stations and 

travel more than 100km from Reading and 

Heathrow in the west, through new twin-

bore 21km tunnels below central London to 

Shenfield and Abbey Wood in the east.

Tata Steel has already commenced deliveries 

to the Crossrail project, and will ultimately 

supply the project with more than 57km of 

its heat treated, wear-resistant 

rail. In total 7,000 tonnes of 

Tata Steel rail will be used to 

create one of Europe’s largest 

railway and infrastructure 

projects.

During 2015, Crossrail’s major 

tunnelling works will conclude 

and the focus will shift towards 

fit-out and implementing 

railway systems within the tunnels and 

stations. Alstom, TSO and Costain Limited 

Joint Venture (ATCjv) have been appointed 

to provide the tunnel fit-out, including track 

and train power supply, in the central area 

which extends east under London from the 

Royal Oak tunnel portal at Paddington.

Tata Steel rail will be installed across the 

route.

Gérard Glas, Tata Steel’s Rail Sector Head, 

said: “The Crossrail project will have a 

huge impact on improving the commuting 

experience in London and we are delighted 

to be a part of that.

“Our premium heat-treated rail is produced 

using a unique patented process which 

ensures it has exceptional wear resistance.

“Rather than using traditional methods 

of heating and cooling, Tata Steel has 

developed a system where the rail moves 

through an induction furnace which uses an 

electromagnetic field to heat the steel to 950°C. 

The rail is then rapidly cooled using compressed 

air. The resulting uniquely low residual stresses 

provide further protection against risk of rail 

failure compared to other in-line heat treatment 

processes.” 

And he added: “This combination of innovation 

and a close working relationship with the 

customer means Tata Steel is able to provide 

the best possible solution for this historic new 

line.”

Steel will be manufactured at Tata Steel’s 

Scunthorpe site in the UK before being rolled at 

the company’s Hayange mill in northern France.

Mike Greenwood, ATCjv Project Director said: 

“We are delighted to have awarded the contract 

for the supply of rail to Tata Steel and look 

forward to their involvement in helping us deliver 

a world class railway.”

Tata Steel Rail Selected For Key Sections Of 

London’s Major Crossrail Project
Tata Steel today announced the signing of a prestigious contract to supply 
highly wear-resistant rail for the Crossrail project beneath the heart of London.

Tata Steel Europe 

www.tatasteel.co.uk 

+ 44 (0) 207 717 4444
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Based in Motherwell, Terex Trucks 

manufacture off-highway rigid and articulated 

haulage trucks used in mining and quarrying 

applications.

The cleaning of heavy brake and differential 

components is a key element of Terex’s 

manufacturing process. Previously rotary 

spray washers were used to clean these 

parts which can become damaged, causing 

rejects, if any contamination remains during 

production.

The existing spray wash system cleaned 

the external surface of components but did 

not remove oil and casting residue from the 

intricate and detailed component design. The 

spray wash system was unable to access 

these sections, leaving contamination in 

place, reducing throughput and affecting 

productivity.

Understanding the detailed requirements of 

the Terex manufacturing process, Ultrawave 

recommended a single, heavy duty ultrasonic 

cleaning system to replace the three rotary 

washers. 

The 615 Litre ultrasonic cleaner included 

a heavy duty basket to support the parts 

weighing up to 150Kg. Incorporating a 

built-in stainless steel pump and filtration 

system with a hinged lid, ultrasonic cleaning 

is provided by submersible transducers for 

ease of service. 

As soon as the ultrasonic cleaner was 

installed, Terex immediately started to make 

savings on their previous contract costs 

which reached tens of thousands per year.

Not only were operating costs saved but 

the capacity and speed of cleaning the 

components has increased. The cleaning 

cycle time has been cut in half, with a full load 

now processed in just 8 minutes.

Craig McSpadyen Senior Manufacturing 

Engineer at Terex Trucks said: “We are 

extremely pleased with the performance 

of the Ultrawave ultrasonic system which 

cleans our components and brakes to a far 

higher level than before.”  

“The system is user friendly in operation 

and takes significantly less processing 

time, leading to many benefits in production 

efficiency and cost savings.”

Terex Trucks Halve 
Component Cleaning Time

Ultrawave, manufacturer of ultrasonic cleaning equipment, have designed and supplied 

an ultrasonic cleaning system to Terex Trucks, cutting processing times in half while also 

delivering improved cleaning results.

For More Information:

Ultrawave Ltd

www.ultrawave.co.uk

+44 (0) 2920 837337
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Making its UK exhibition debut was the Schunk 

SVH servo-electric 5-finger gripping hand that 

complete with the Schunk lightweight arm, the 

LWA controlled with a tablet via a Wi-Fi connection. 

The innovative new hand was introduced at the 

show to support the rapidly growing automation 

demands of the UK manufacturing sector. 

Replicating the movements and characteristics of 

the human hand with its four fingers and a thumb 

configuration, the SVH has total of nine drives that 

permits various gripping operations to be executed 

with high sensitivity.

With its elastic gripping surfaces the new SVH 

ensures a reliable and strong gripping force on 

objects that enables it to be used for a multitude 

of tasks. In addition to new dimensions in gripping 

and manipulation tasks, SCHUNK is defining the 

possibility of the human/robot communication 

configuration by permitting gestures with the 

5-finger hand.

From its comprehensive tool holding 

stable, Schunk showed a number 

of toolholding systems to highlight 

the diversity of the product 

line. The renowned 

TENDO-E compact 

Schunk Hands Us 
The Full Line-Up

toolholding system that is available with the choice 

of  an HSK-A 63, SK40 and BT40 back-end to 

accommodate tool shank diameters up to 20mm 

attracted show visitors. The vibration damping 

characteristics makes machining operations 

extremely quiet whilst improving surface finishes 

and runout accuracy. With an application range 

that caters for everything from rough milling to finish 

machining through to operations such as boring, 

drilling, reaming and thread cutting, the TENDO-E 

compact can achieve tool cost savings of up to 

40% by achieving a permanent run-out and repeat 

accuracy of less than 0.003mm at 2.5XD.

Alongside this, was the highly regarded Tribos 

system. The Tribos range ensures maximum tool 

life, even in the most difficult environments whilst 

minimising maintenance costs. Built for high-speed 

cutting at up to 60,000rpm, the Tribos has high 

radial rigidity and excellent vibration dampening to 

provide astounding machining results.

From the workholding stable, Schunk showcased 

examples of its Vero-S range. The Vero-S NSE 

Mini is acknowledged as the most 

flat pneumatic Quick-

Change Pallet 

Module in the 

world, this new 

module provides 

ideal conditions 

for retrofitting existing 

machines, giving the end 

user full use of the work envelope 

to allow the direct clamping of small 

workpieces. Further highlighting the 

credentials of the Schunk workholding line-

up will be the KONTEC KSC centric clamping 

vise. With the widest range of clamping set-ups 

with a single vise, the KSC is a multi-talented 

component of the stationary clamping systems. 

For conventional clamping, short clamping depths 

for 5-sided machining, mould parts, plates or saw 

cuts, the KSC can easily be adapted with the turn 

of a hand.

For the clamping of turned parts, Schunk 

demonstrated its market leading ROTA-S PLUS 

line of lathe chucks. The manual chucks with 

a quick-change jaw system ensures optimum 

results in workpiece clamping, especially on 

cycle controlled lathes. The new ROTA-S Plus 

incorporates an optimized wedge bar drive system 

and an improved lubricant system to ensure 

consistently high clamping forces. Since higher 

rotational speeds and cutting speeds are possible, 

users can apply more efficient cutting strategies 

that shorten the manufacturing time. The quick-

change jaw system has an optimised drive that 

allows fast, comfortable and repeat accurate jaw 

changes. The innovative manual chuck is available 

in sizes 165, 200, 250, 315, 400, 500, 630, 800 

and 1000mm.

With automation increasingly commonplace 

within industry, Schunk is well positioned to serve 

the manufacturing sector with its vast array of 

automation solutions. At Advanced Manufacturing, 

Schunk demonstrated the capabilities of its MGP-

plus, the most proven gripper on the market. It 

combines an oval piston drive with roller guides, 

guaranteeing a high level of efficiency. This makes 

the 2-finger gripper ideal for small components with 

the most compact performance on the market. 

Due to the high force and payload characteristics, 

longer gripper fingers and higher gripping forces 

are possible with the same gripper size.

Schunk, the competence leader for workholding, toolholding and automation 

solutions demonstrated a range of products to cater for each of these disciplines at 

Advanced Manufacturing in June.

Accupro tools bring reliability, durability and affordability to virtually all 
metalworking applications.

For More Information Visit:

www.gb.schunk.com

The Accupro® brand of high performance 

metalworking products has been exclusive to 

MSC Industrial Supply Co. (MSC) for over 5 years. 

During this time, the product line has grown 

dramatically and today represents 4,500 lines of 

products. Given the strong growth and success of 

Accupro, MSC is constantly updating the line so 

customers can continue to drive their productivity, 

performance and savings. 

A new addition to this brand is its new shrink fit tool 

holder. The launch of this product from Accupro 

sees a significant improvement over ER collet 

chuck technology. The most important comparison 

between these technologies is in the area of tool 

life. The shrink fit tool holder is designed to produce 

less wear on the end mills in comparison to the 

collet chucks. Accupro states that shrink fit allows 

4 to 7 times the tool life than other tool holding 

technologies. 

Other advantages to shrink fit tooling includes, 

Precision, cutting ability, surface finish, and 

produces less wear and tear on the toolholder 

shank and spindle bearings. As fewer tool 

changes are needed and it’s extended tool life it 

will immediately reduce tooling costs and machine 

down time.

When asked to discuss the Accupro product line, 

Phil Sault, Supply Chain Manager, commented 

“The Accupro product line represents high 

performance metal cutting and toolholding 

products. Accupro was created to provide our 

customers with a combination of productivity 

savings, as well as product cost savings, when 

compared with nationally branded products. The 

product line has been very popular with customers 

and we will continue to grow the product line. I am 

really excited to bring MSCs UK customers one of 

the USA’s most talked about brands.”

Accupro understands 

that you would never 

sacrifice quality for 

affordability and you 

shouldn’t have to. Its 

tools, including shrink 

fit technology, are crafted to 

meet the highest standards 

for performance and are 

priced to keep your bottom 

line as low as possible.

Tools Bring Reliability

Accupro premium tools are also 

available for holemaking, milling, 

threading, toolholding and turning 

& boring operations. For more 

information on these products please 

visit mscdirect.co.uk. Alternatively 

please call MSC on 0800 66 33 55.
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The Cutting-Edge
Of Global Aerospace Manufacturing

To make certain that the most efficient, cost-

effective cutting tools are designed and made 

available to every major industrial sector, ISCAR’s 

industry specific managers remain in constant 

communication with all of the major companies 

involved in each industry. This constant liaison 

allows ISCAR to remain aware of all relevant trends 

in areas such as machine tool advancements and 

material developments. 

The work of Reuven Shapir, ISCAR’s Aerospace 

Industry Manager has supported the development 

and launch of a wide range of high-quality ISCAR 

cutting tools that have boosted productivity and 

assured product quality in many areas of global 

aerospace manufacturing.

Reuven Shapir considers the predicted growth of 

both the civil and military sectors; he explores some 

of the latest production trends within the global 

aerospace industry and explains the response to 

these developments in the form of high efficiency 

new cutting tools from ISCAR. 

Today’s forecasts indicate that the demand for 

commercial and military aerospace products 

will substantially increase throughout the long 

term, to help satisfy the current and anticipated 

requirements the aerospace industry is 

constantly searching for increases in Productivity, 

Performance and Profitability (PPP). This has 

prompted the development of a wide range of 

ISCAR cutting-tools featuring unique carbide 

grades and innovative new geometries. These 

long lasting, highly efficient tools are specifically 

designed for machining tough and hard steels, 

high temperatures alloys, and titanium, and have 

become a key element in manufacturers achieving 

considerably reduced Cost Per Unit (CPU).

The aerospace industry is managed under the 

AS100 standard with very strict QA rules. As 

FAI (First Article Inspection) is carried-out, it is 

forbidden to create uncontrolled changes to the 

production process. It can be considered that the 

used process and technologies are ‘sealed’ and 

that any further changes involve a complicated 

approval procedure. Therefore, the demand in the 

aerospace industry is to produce parts which are 

100 % perfect from the beginning. This requires 

the highest levels of attention given to engineering 

and technology (suitable tool technology and CNC 

programs with the most efficient tool paths, etc.) to 

ensure that each manufacturing process is correct 

from the beginning of the production run.

Given the speed of progress within the cutting tool 

industry, and in order to consistently achieve the 

best possible process outcomes, manufacturers 

must continually update their knowledge relating 

to the most appropriate tools for each machining 

operation. Therefore, engineers and technologists 

require close professional support from the tool 

manufacturers, with specific experience related to 

the performance of their tools.

Today’s CNC controls, with their ability to control 

very fast feeds, result in the use of High Speed 

Machining (HSM) methods that use tools with an 

increased maximum number of flutes. It also results 

in milling with a small width of cut and short contact 

time during the cut. This contributes to reducing 

generated heat and increasing tools’ cutting edge 

life when machining the tough materials that are 

very common in the aerospace industry. The 

results of extreme table feeds to achieve high Metal 

Removal Rate (MRR), with the advantage of less 

generated heat due to small contact time, enable 

the ability to achieve more PPP.  (see fig. 1)

The impressive improvement in coolant efficiency 

brought about by the delivery of coolant directly 

to the cutting edge at much higher pressure, High 

Pressure Coolant (HPC) enables the increase 

of cutting parameters. This progressive method 

results in a substantial reduction in heat at the 

cutting zone and can enable the doubling of 

cutting speeds; as a consequence increased PPP 

is achieved. (see fig. 2)

The constant demand for improved efficiencies and 

cost savings within areas such as the aerospace 

manufacturing sector has prompted the design of 

cutting tools with an increased number of cutting 

edges per insert. ISCAR’s standard double-sided 

inserts with double cutting edges are available as 

standard — rhombus, square, round, FF style (Fast 

Feed), hexagonal and octagonal (up to 16 cutting 

edges in one insert) — in all insert size ranges. (see 

fig. 3)

Milling aluminium parts with high spindle speed up 

to 33,000 rpm, with high spindle power above 100 

kW and fast controls enable the increase of MRR 

for milling aluminium. Tools should be designed to 

perform at these extreme conditions. For example, 

the Helialu designated HSM90S line includes 900 

milling cutters for milling aluminium at very high 

rotational spindle speeds. (see fig. 4)

 

Now in its 40th year in the U.K., ISCAR has 

successfully developed a major presence within 

the aerospace manufacturing industry by helping 

customers improve their productivity through the 

application of innovative leading edge technologies 

and unique cutting tools.

ISCAR’s impressive, purpose- built headquarters 

is conveniently located in the South West outskirts 

of Birmingham close to the motorway network. 

From here, all sales and administration functions 

are coordinated. In the field, a team of over 50 

engineers and a substantial coverage of distribution 

outlets provide on the spot support to customers.

Training needs are satisfied at a dedicated state-of-

the-art Training and Seminar Centre. Here, a 90 seat 

auditorium, 450m2 showroom and demonstration 

unit housing 4 CNC machines is used to provide 

top quality courses in the application of new cutting 

tool technologies.

As each individual industrial sector has its own particular needs and peculiarities, rather 

than adopting a ‘one size fits all’ strategy when serving its worldwide customer base, ISCAR 

ensures that the unique requirements of all distinct major industries are satisfied.

Above: Fig 1 - Multi-Flute For Faster 
Table Feed

Above: Fig 2 - High-Pressure 
Coolant (Hpc) For Generated Heat 
Removal

Above: Fig 3 - Double-Sided Inserts 
With Double Cutting Edges For Cost 
Reduction

Below: Fig 4 - Milling Aluminum 
For Extreme Spindle Speeds

For More Information:

Iscar Tools 

www.iscar.com 

0121 4228585
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With over 14,000 employees in 90 countries and 

annual sales in 2014 of US$4.6billion, Smith & 

Nephew truly is a world leader in  Orthopaedic 

Reconstruction, Advanced Wound Management, 

Sports Medicine and Trauma.

A company doesn’t establish such a dominant 

market position without having world class 

production facilities that churn out parts of the 

most impeccable standards. To this end, the 

Leamington Spa site of Smith & Nephew that 

is dedicated to the production of hip joints has 

employed workholding equipment from Hainbuch 

to maintain its commitment to quality.

Predominantly producing hip-joints and additional 

medical components from a range of materials 

including titanium alloys, cobalt-chrome alloys 

and stainless steels, Smith & Nephew approached 

Hainbuch because of its reputation for delivering 

project solutions as well as off-the-shelf products. 

With 10 Doosan MX2000ST mill/turn centres with 

twin spindle function, the Warwickshire facility 

is intent upon achieving the highest possible 

production rates, precision and flexibility.

Prior to the introduction to Hainbuch, Smith & 

Nephew used an alternate vendor for its workholding 

products. With the facility conducting both R&D, 

prototype and full production operations, the issue 

for the medical device manufacturer was a poor 

lead-time on standard and bespoke workholding 

systems. This prolonged the production of 

development and prototype work and would result 

in the delivery of new products 

to full production being delayed 

by 6-8 weeks.

Furthermore, the nature of 

the high production volumes 

of complex components that 

require front and back-end 

machining resulted in significant difficulty for Smith 

& Nephew to retain its high precision, concentricity 

and surface finishes with its previous workholding 

vendor. From discussions with Hainbuch; strategies 

and processes were developed for the clamping, 

positioning and transferring of components from 

the front spindle to the rear working spindle.

The turning department primarily turns a wide 

variation of bar diameters, castings and forgings 

up to 65mm whereby the machines are bar-

fed, continually alternating part quantities and 

dimensions. By nature, the hip joints undergo 

significant multi-axis machining. The joints are 

turned and milled in one-hit with the B-axis milling 

head on the top and lower 12 station tool turrets 

removing high stock levels. Removing high stock 

levels with simultaneous complex machining is 

performed whilst the parts are securely held in 

the Hainbuch collet systems. In total, there are 

approximately 50 castings and forgings that make 

up the product range at Smith and Nephew, all of 

which can be machined in varying quantities.

The Hainbuch solution was to provide both dead-

length and pull-back quick change collet chucks 

that could accommodate parts up to 65mm 

diameter. Part of the Hainbuch program was the 

supply of machineable collets that would enable 

Smith & Nephew to machine each collet set to 

suit the demands of each new prototype. Whereas 

Hainbuch can supply soft collets or hard collets 

beyond 60HRc, the collets supplied to Smith & 

Nephew are through hardened to 40HRc. This 

enables the medical customer to machine each 

collet to its specific project demands and still retain 

the collet hardness and clamping force desired.

The introduction of the Hainbuch Spanntop collet 

chucks offer clamping force, positional repeatability 

and very quick change-over times that now enable 

Smith & Nephew to meet its production demands. 

Now, all machines in the Smith & Nephew turning 

department have a Hainbuch Spanntop combi 

pull-back chuck on the main spindle and dead-

length chucks on the sub spindles to obtain a 2 

microns roundness precision when transferring 

from main to sub spindle.

Commenting upon the new workholding strategy, 

Smith & Nephew’s Mr Sean Carroll said: “Hainbuch 

have provided more than a top quality workholding 

product, they have provided 

a solution that has helped us 

streamline our manufacturing 

process and make sure that 

parts are reliably transferred, 

accurate and machined with 

great surface finishes. We have 

over recent times now replaced 

all our existing suppliers’ 

workholding with Hainbuch.”

By replacing the previous workholding systems 

with the Hainbuch collet chucks, Smith & Nephew 

has reduced its lead-times for development work 

with off-the-shelf collets that are immediately 

available from Hainbuch. Additionally, Hainbuch 

collets can be internally adapted and machined by 

Smith & Nephew to rapidly create new prototypes. 

Capable of clamping on just 2mm of stock with 

the exact clamping force required for each part, 

the Hainbuch collets have reduced set-up and 

changeover times to less than 30 seconds in most 

instances. With improved collet availability, a more 

diverse range available off-the-shelf, reduced set-

up times and significantly improved precision, 

repeatability and concentricity, Smith & Nephew 

has clearly benefitted from the acquisition of 

Hainbuch workholding products.

Hainbuch Delivers
Flexible Workholding Solution for Smith & Nephew

In the medical technology sector, there are few names more established and 

globally recognised than Smith & Nephew.

Above: Hip Joint being machined at 
Smith & Nephew

Right: Hip Ball Joint 
held with Hainbuch 
Flexible Workholding 
at Smith & Nephew

Above: Smith & Nephew hip joint 
held with Hainbuch Spanntop

Hainbuch UK, Keys Business Village
Keys Park Road, Hednesford, 
Staffordshire, WS12 2HA
Tel. 01543 478710  |  Fax 01543 478711
www.hainbuch.com
nick.peter@hainbuch.co.uk
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While this remains the core of its business, 

the past 18 months have seen the winds 

of change blowing through its Cheltenham 

workshop, which have seen employee 

numbers double.

Omex’s Managing Director, Richard Wragg 

decided the time was right to expand the 

company’s portfolio, with the first step of 

this development being on fairly familiar 

territory in the electrical field, when it set up 

a department to design and build full wiring 

harnesses. This was quickly followed by an 

engine build facility to provide a service to 

niche motor manufacturers, who wanted to 

use standard engines such as the Ford Zetec 

or Duratec, but who also needed consistent 

increased power. Once the wiring harness 

and engine build departments were up and 

running it was time to look at the next step 

in Omex’s development, bringing machined 

parts manufacture in-house.

“For manufacturing at Omex to move forward 

we knew we had to bring manufacturing 

in-house,” says Business Development 

Manager, Simon Joyce. “Having control 

over the machining process would allow us 

to guarantee quality and delivery and also 

give us the flexibility to develop products 

quickly without the delays that a supply chain 

brings.” However, the team at Omex were 

electronics experts and had no experience at 

all in machining, so they needed a supplier 

that they could trust and one that would work 

with them in the early stages of development.

With their extremely limited machining 

knowledge Omex was reliant upon the 

machine suppliers to give them the 

confidence that they were doing the right 

thing. It was here that XYZ Machine Tools 

came to the fore. “The conversations that 

Richard Wragg had with Mark Matthews, 

XYZ’s Area Sales Manager, reassured him 

that what was being proposed was the right 

solution for him and that the back up in terms 

of applications support and service would be 

there if it was required. Added to that, the fact 

that the XYZ 1020 VMC would come with a 

package of spindle and cutting tools from 

WNT (UK), a free fill of coolant from Jemtech, 

and Omex was also provided with the latest 

Renishaw Primo tool and workpiece probing 

system as part of the deal, made it into 

complete ready-to-go package, taking away 

any of the doubt that was there initially,” says 

Simon Joyce. This package is fairly standard 

for XYZ customers as every machine comes 

with a tooling voucher from WNT (UK) and a 

free first fill of coolant from Jemtech and, for 

a limited time, each machining centre in the 

range is supplied with a free Renishaw Primo 

probing package.

The first machining project for Omex was 

the production of its own design of throttle 

bodies, this included the machining of all 

of the patterns required for the aluminium 

castings. The brief for designer Paul Bate 

who also operates the XYZ 1020 VMC, 

was to take throttle bodies to the next level, 

using lightweight castings that have material 

where it is needed. “The XYZ 1020 VMC 

meets our needs perfectly; the 1120 x 500 

mm table allows the use of a fourth axis and 

the ability to set up multiple parts if required. 

By applying modern, precision, machining 

techniques to what is a mature product we 

were able to bring it up to date and create 

throttle bodies that were more efficient and 

easier to work on and install,” says Paul Bate.

Initially Omex was looking to purchase the 

smaller XYZ 710 VMC, but took the decision 

to go for the larger 1020 variant as it gave 

them greater adaptability when it came to 

fixturing parts and multi-loading components, 

the additional cost for the larger machine was 

insignificant in comparison to the productivity 

gains that the larger capacity gave. With its 

12000 revs/min, 20 hp, spindle combined 

with traverse rates up to 20 m/min in all axes 

the XYZ 1020 VMC has the agility needed to 

machine the variety for relatively small, but 

complex parts that make up the throttle body 

assemblies, with the high speed spindle 

helping achieve the high levels of surface 

finish required by Omex. Within a very short 

space of time Omex was producing 95 

per cent of all of its machined parts on the 

machine.

Also making the transition from non-

machinists to production machinists easier 

for Omex was the use of the Siemens 

828D ShopMill Control on the XYZ 1020 

VMC. The control’s Job Shop software 

replicates the knowledge of an experienced 

machinist and puts that knowledge into 

basic steps that guide the operator through 

the programming and machine operation 

stages. The conversational prompts take the 

operator through each step of the work plan, 

with the control creating all of the code in the 

background.

“Thanks to the confidence we have 

gained through the combination of high 

quality machine tools, with the back-up of 

applications and service teams from XYZ, we 

now have the confidence to further develop 

the plans we have for manufacturing, with 

XYZ being central to those plans,” says 

Simon Joyce

XYZ give Omex the 
Confidence To Expand

Omex Technology has been the ‘go to’ designer and manufacturer of electronics for high performance road 

and track cars for the past 20 years, providing customers, both OEM and owners, with everything from the 

simplest system for limiting revs through to full electronic management ECUs for powerful V12 engines.

XYZ Machine Tools

+44 (0)1823 674 200

www.xyzmachinetools.com
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Designed to ensure data integrity while also improving safety and security 

in modern shop-floor inspection conditions, MMS PULSE uses a network 

of sensors to record variations in temperature, vibration and humidity in the 

vicinity of a coordinate measuring machine (CMM). Also offering equipment 

status alerts and crash notifications, it creates a central hub of information to 

support the metrology data gathered by the machine. The sensor package can 

be customised to specific requirements and the information reconciled with 

anomalies in output data to make compensations as necessary, giving MMS 

PULSE the potential to improve productivity.

In the coming months, MMS PULSE will add compatibility with various data 

management systems and offer the scalability to gather data from multiple 

machines around the factory. All the information collected is displayed directly 

on an easy-to-understand dashboard accessible locally or remotely via PCs, 

smartphones or tablet devices, supporting the fast pace of lean manufacturing 

environments. The MMS PULSE interface is visually reminiscent of current 

consumer electronics technology, offering intuitive and user-friendly controls. 

Users can also set up environmental thresholds that, when breached, alert the 

operator via instant messaging services.

“MMS PULSE really taps into the Internet of Things concept, creating a 

network of physical objects which communicate and interact via real-time 

connectivity,” explains Milan Kocic, Business Development Manager at 

Hexagon Metrology. “The information it provides effectively gives our metrology 

hardware and software the ability to learn from their surroundings and informs 

future decisions. This can help optimise processes and remediate issues 

quicker – that’s where we really drive productivity.”

Initially available for the Hexagon Metrology 4.5.4 SF and 7.10.7 SF CMMs, 

MMS PULSE will be available in the US from June 2015, with worldwide rollout 

to commence later in the year.

New Real-Time Monitoring System For 

Metrology Environments
Hexagon Metrology unveiled MMS PULSE, a 
monitoring system that offers real-time insights into 
external and environmental factors impacting upon 
metrology environments.

Hexagon Metrology Ltd

www.hexagonmetrology.co.uk

INTUO simplifies and automates the gauging of 

a wide variety of parts, removing dependence on 

the skill of manual gauge users. Reducing gauging 

inconsistency reduces scrap, whilst ensuring parts 

that are out of tolerance are always identified.

Renishaw is also launching the Equator Button 

Interface (EBI), with simple push-button controls 

for shop-floor operators, removing the need for a 

mouse and keyboard. 

INTUO with Equator is an ideal alternative to 

multiple manual devices such as vernier or digital 

callipers, micrometres and plug gauges. Equator is 

highly repeatable and runs fast automated routines, 

meaning significantly reduced labour costs. With 

many workshops using hundreds of manual 

gauges this cost saving can be considerable. 

INTUO, with minimal training, uses intelligent 

functions to help the engineer set up gauging of 

parts in a matter of minutes. Shop-floor operators 

then select and run those programs using the user-

friendly Renishaw Organiser front-end software.

 

Equator is unique in its design and method of 

operation, and has already changed the thinking 

of thousands of production engineers, making 

it their new gauge of choice. The versatility and 

repeatability Equator offers is re-defining the world 

of gauging, and now with INTUO and the Equator 

Button Interface an even wider range of capabilities 

is offered to manufacturers globally.

Flexible Gauge now offered 
with INTUO software

The Renishaw Equator™ flexible gauge is now offered with the new INTUO™ gauging 

software, combined with a range of industry standard Renishaw probes.

For further information on gauging, 

visit www.renishaw.com/gauging
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UK subcontractor Microtec EDM, supplied 

prototypes and components for both ventures, 

as well as for a host of other innovative and high 

profile projects. The company recently raised the 

capability of its metrology department significantly 

by purchasing a powerful CNC video measuring 

system, an iNEXIV VMA-4540 from Nikon 

Metrology.

Until the machine was installed at the end of 

2014, Microtec relied on manual video measuring 

using another make of instrument. Owner and 

managing director, Graham Cranfield advised, “We 

are currently seven years into an 18-year contract 

involving electro discharge machining (EDM) and 

centreless grinding of nickel-copper alloy tube to 

produce a decoy missile component.

“A complete inspection of the part using our manual 

video measuring system used to take 20 minutes. 

Now that the job has been programmed on our 

new Nikon machine, the same inspection cycle is 

completed automatically in just 20 seconds. We 

find that time savings of this magnitude are typical 

and have revolutionised the productivity of our 

metrology department.”

He explained that it took them only a few hours to 

create the inspection cycle for this fairly complex 

job, based on a CAD model of the part. The process 

will become even shorter as company employees 

become more familiar with programming. For 

contracts that frequently repeat, the automated 

measuring approach saves a lot of time in the long 

term. Even after measuring a dozen of the missile 

tubes, the programming time had been justified. 

The component is actually required in quantities 

of a few thousand every year and even though 

only one in 12 needs to be inspected, the saving 

in measuring time during 2015 alone will be more 

than double the programming time.

By the same reasoning, prototypes and 

components needed in small batches are more 

productively inspected manually on the pre-existing 

video measuring machine, or indeed on the iNEXIV 

VMA-4540 operated in manual mode.

Wide range of component sizes

In both cases, the telescope parts are relatively 

large. Many other components that the Basildon 

subcontractor produces go down to 20 microns in 

size, however, placing the firm in very select group 

of such specialist providers of wire-cut EDM and 

spark-erosion services in the UK.Work carried out 

by Microtec for space missions includes making 

parts for the joint ESA / JAXA (Japan Aerospace 

Exploration Agency) BepiColombo mission to 

Mercury, which will set off in July 2016 on a seven 

and a half year journey to the smallest terrestrial 

planet in our solar system. Another project involves 

the manufacture of prototypes and components for 

an orbiting telescope.

Close association

Somewhere between these extremes in size lie 

the components Microtec machines for Charles 

Frodsham & Co, clockmaker to the British 

Royal family. In 2015, managing director Philip 

Whyte plans to launch the first all-English-made 

wristwatch to be produced on a production basis 

in half a century. It will be manufactured from start 

to finish under one roof at the company’s workshop 

near Heathfield, East Sussex.

Charles Frodsham has a longstanding business 

relationship with Microtec. The subcontractor 

regularly wire-erodes gold watch cases and 

produces springs for the clockmaker, which in 

turn carries out micro-scale turning, milling and 

drilling that is beyond the capabilities of Microtec’s 

production equipment.

A smaller Nikon Metrology CNC video measuring 

machine has been in use at Charles Frodsham’s 

Hastings workshop for about five years. Mr Whyte 

recommended this make of instrument to Microtec 

due to its reliability and precision, as well as the 

strength of after-sales support.

Aerospace and defence contracts are the mainstay 

of Microtec’s business, Rolls-Royce, BAE Systems, 

Selex Galileo and Astrium being regular clients. 

It is the principal reason for Microtec seeking 

AS9100 accreditation, a process that will be 

assisted by the purchase of the Nikon Metrology 

iNEXIV machine. It will be especially important 

for speeding production of first article inspection 

reports. The Nikon Metrology VMA AutoMeasure 

software automatically compares measured results 

against CAD models and allows such reports to be 

produced quickly and in standardised format.

Non-contact 2D and 3D measuring

Inspection in 3D extends to mouldmaking. Early 

in January 2015, Microtec was tasked with 

refurbishing a plastic injection mould for producing 

electrical plug sockets for the British manufacturer, 

MK. No drawings or CAD model were available, so 

the mould’s broken upstands were remanufactured 

in tool steel by measuring the height and width of 

the relevant sections on the iNEXIV.Most wire-cut 

EDM work requires 2D inspection, for which video 

measuring is ideal. However, some spark eroded 

components need to be measured in 3D and one 

of the advantages of iNEXIV video inspection is the 

ability to measure heights using the instrument’s 

generous 73.5 mm working distance.

Touch probing capability

A similar procedure allows reverse 

engineering of legacy components for 

which no data exists, such as parts 

for classic cars. In this case, after the 

data has been collected, a DXF file 

is output that can be used directly in 

a machine tool’s CNC or in a CAD/

CAM system to generate the cutter 

paths. Nikon Metrology’s part-to-CAD software 

provides the capability to compare the machined 

component with the DXF file to ensure that it is 

within tolerance.

Some features on components, such as sloping 

faces and undercuts, do not lend themselves to 

optical measurement. In such cases, the iNEXIV 

VMA-4540 has the facility to accept a Renishaw 

TP20 or TP200 touch probe to capture the point 

data. The probe is offset from the optical axis but 

works in the same 450 x 400 x 200 mm coordinate 

space, with only slightly reduced operating range. 

A stylus changer is provided.

Mr Cranfield continued, “We always use vision if we 

can, as in general it is quicker and more accurate. 

However, if parts are not the right shape or not 

scrupulously clean, touch probing is the better 

option.

“On the other hand, some features would be 

difficult to inspect with a touch probe, such as 

the curved surface of a dome, as calculations to 

compensate for the stylus tip diameter at each 

measurement point across the surface would be 

impractical.

“Using the auto focus (AF) feature of the iNEXIV, 

we can accurately capture heights very quickly. 

There is also a laser AF option that we are thinking 

of retrofitting that is very good at highly repeatable 

Z-axis measurements on flat surfaces.”

It is even possible to mix optical and tactile 

measurements in the same cycle, which is another 

option that Microtec will be using. For example, the 

BepiColombo telescope parts require mainly 2D 

optical inspection of apertures, but there are arrays 

of 2 mm diameter tapped holes whose positions 

will need to be probed during the same program.

It is noteworthy that this job will benefit from image 

stitching within the Nikon Metrology software, 

as the aluminium components are 550 mm in 

diameter and will need to be scanned in four quad.

The instrument’s versatility is further enhanced by 

a variety of illumination options. It has episcopic, 

diascopic and eight-segment ring LEDs. 

Combining these enables accurate detection of 

low-contrast edges.

Even when a workpiece is misaligned, an intelligent 

search feature automatically locks on to it based 

on a target image recorded in a teaching file. 

Detection is assisted by the wide field of view, 

measuring 13.3 x 10 mm at 0.35x magnification, 

while zooming in to 3.5x in five steps delivers 

accurate measurements as well as high resolution 

images.

Vision – It’s The Future
What does an orbiting telescope currently mapping the Milky Way have in common with the 

first all-English wristwatch to be produced in half a century?

Nikon Metrology

www.nikonmetrology.com

01332 811349
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As its name implies, The Permanent Trade Show 

(PTS) will be a year around event with machines 

regularly being added for demonstration purposes 

from ETG’s portfolio of leading brand names – 

Chiron, Nakamura-Tome, Hardinge Bridgeport, 

Quaser, Handtmann and Stama.

The opening event is across three days in June 

-10th, 11th and 12th – when 12 fully operational 

machine tools will be featured along with a 

gathering of over two dozen ETG partner suppliers 

who will be in support.

Partner suppliers will have a presence in the main 

exhibition hall with their equipment either integral 

to machine demonstrations or on the assembly 

of trade stands that will be supporting the event.  

Representatives will be present to discuss products 

ranging from toolholding, workholding, software, 

cutting tools and inserts, fixturing, lubricants and 

workpiece materials.

Machine tools on view for the first time in the UK 

will be the latest Nakamura Tome AS200-LMSY 

machining centre and the NTRX-300 machine 

with its 7 axis capability. These latest machines 

represent a significant specification ‘step-up’, both 

having multi-tasking capability with a done-in-one, 

high volume, complex parts machining capability.

A third Nakamura machine to be featured is the 

NTY3, a triple turret high performance machine 

with opposed twin spindles.

Also featured for the first time will be a Hardinge 

Bridgeport Conquest V1000 VMC that combines a 

very high specification with the versatility to make 

it an invaluable ‘all-rounder’ in the machine shop.

In addition a Chiron Baseline FZ15W Baseline 

3 axis VMC will be featured, one of the family of 

Chiron machines that combine the performance 

benefits of high end German machine tools within 

the budget of the sub-contracting sector.

Two Quaser’s are being demonstrated – both top 

specification VMC’s – the MV214P offering high 

speed, high power machining while the MF400U 

is a very well spec’d 5 axis simultaneous VMC 

machining centre.

In addition to the Conquest V1000, a further 

five Hardinge Bridgeport machines will be 

demonstrating their capabilities – the GS51 high 

precision horizontal turning centre; the H51 – the 

‘ultimate bar machine’ with HP or SP options; a 

GT27 super precision gang tool lathe; the GX480 

Bridgeport performance VMC and drill/tap centre 

and an XR760 compact, high performance VMC.

ETG ‘Permanent Trade Show’
features new machines, demonstrations and partner showcase.

Two new Nakamura-Tome machining centres will be making their first 

appearances in the UK at the June opening of The Engineering Technology 

Group’s Permanent Trade Show.

To register early interest in attending 

the June opening event please visit 

the dedicated website pages that have 

been created:  

www.engtechgroup.com/about-us/

permanent-trade-show/

This heavy duty milling chuck for heat resistant super alloys from KAISER, 

eliminates the cutting tool pullout effect when machining under heavy torque 

loads.

 

For manufacturers using milling chucks in high speed and high feed 

machining applications with heat resistant alloys, pullout is a major issue. For 

manufacturers in the aerospace, medical, oil & gas and motorsport sectors 

there is a need for guaranteed security against pullout - ITC delivers this with 

the new MEGA Perfect Grip that ensures there is no costly damage to parts or 

delays in the manufacturing processes.

 

The new KAISER MEGA Perfect Grip combines the cutting performance of 

heavy-duty milling chucks with the security against pullout of solid side lock 

tool holders. It provides high accuracy and fully concentric clamping. A unique 

lock mechanism developed by KAISER uses a key grip to prevent slip and 

pullout of the tool, even during heavy cutting. The key grip engages in the 

chuck body’s groove and a spring maintains constant axial preload between 

the cutter and the internal groove. The key grip remains fixed so there is no slip 

even under high torque.

MEGA Perfect Grip milling chuck 
eliminates pullout for manufacturers

As the new UK reseller of the KAISER Precision Tooling 

product range, Industrial Tooling Corporation (ITC) has 

now announced the arrival of the new MEGA Perfect Grip.

Industrial Tooling Corporation Ltd.

Cyber House, 1 Kepler, Lichfield Road Industrial Estate, 

Tamworth, Staffordshire, B79 7XE.   

Tel: 01827 304500   |   Email: sales@itc-ltd.co.uk

Web: www.itc-ltd.co.uk
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Machinery Maintenance

Preventive maintenance and component 

monitoring are two of the big buzzwords being 

used more and more across British manufacturing.

This continues to puzzle me, particularly in relation 

to hydraulics, because figures suggest that only 

20% of unplanned downtime can be identified 

through component monitoring. In fact, 80% of all 

hydraulic failures on machinery can be traced back 

to contaminated oil.

The truth of the matter is that oil analysis has the 

capability to prevent expensive repairs, minimise 

downtime, detect early damage to components, 

optimise filtration systems and even provide 

environmental relief through the minimisation of 

wasted oil.

Surely then, oil analysis is a more reliable option 

as part of a modern day programme. The truth of 

the matter is that oil analysis has the capability to 

prevent expensive repairs, minimise downtime, 

detect early damage to components, optimise 

filtration systems and even provide environmental 

relief through the minimisation of wasted oil.

There are three types of contamination which 

can be identified by oil analysis. The first is solid 

particles, such as dirt and dust particles which 

can cause jamming; influence control behavior, 

prematurely wear components leading to failure 

and a reduction in machine availability.

The second type of contamination is liquid 

contamination which are in the main water and fluid 

mixtures. This type of contamination can cause 

corrosion and wear, along with impairment of 

viscosity and even cause a chemical reaction with 

the fluid which can impact lubricating properties. 

In addition, the effectiveness of machine filters 

can be reduced along with filter service life. Again, 

all of these issues can lead to reduced machine 

availability. 

Finally, gaseous contamination, such as air, can 

have a number of serious consequences. Foaming 

in the oil sequences; inaccurate response of 

valves; energy loss; damage to pumps; chemical 

reactions with the fluid and oxidation, can all result 

in a reduction in machine availability.

Contamination can find its way into a machine’s oil 

supply in a number of ways. Built-in contamination 

is a product of the component manufacturing 

process. Foundry sand or dust and residues from 

welding, metal chips, shot blasted materials, paint 

particles, preservatives and cleaning residues can 

all find their way into the oil and create machine 

problems.

External contamination occurs from the ambient 

air once the hydraulics are operational within 

a manufacturing environment. Ambient air, via 

piston rods, labyrinth seals and vents, can have 

an adverse effect on oil and reduce its operational 

effectiveness.

Lastly, generated contamination will also impact 

machine oil. Metal wear through abrasion or 

erosion of components can cause seal abrasion, 

chemical corrosion and oxidation residues which 

all occur when mixing oil with insoluble substances.  

A typical contaminant would be silica, a hard 

airborne particulate, which can get between the 

working surfaces or clearances on machinery 

components, such as a pump or cylinder. Once 

contamination has occurred it will circulate 

between the two components, gradually wearing 

away the surfaces. As the surface abrasions get 

bigger, leakage occurs leading to component 

failure, such as valve stitching. 

These hydraulic failures are directly attributable to 

oil contamination, via components such as cylinder 

rods. What’s more, once in place, there is often a 

chain reaction of particles. One particle rubbing 

against another breaks off and splits into two. Two 

particles split to become four and four become 

eight. Often, the solution is simple, such as the 

installation of offline filter units.

The problem for many maintenance teams is time 

and resource. While oil analysis can be incredibly 

effective as part of a preventive maintenance 

programme, it does take valuable time which takes 

engineers away from more critical, problems which 

they encounter every day. All-too-often, no oil 

analysis is undertaken or the schedule falls by the 

wayside as more critical issues take priority. 

Oil analysis, such as the Bosch Rexroth oil analysis 

service, can identify how much particulate is 

potentially affecting the smooth running of a 

machine. What’s more a recognised industry 

standard is now in place, ISO 4406, which 

measures 100 millilitres of oil and gives a particulate 

reading.

Only regular oil analysis can prevent build-up of 

particulates and ensure the machine stays available 

100 per cent of the time. Cleanliness of the oil is 

crucial and is a far superior method of identifying 

potential problems than component monitoring 

and offers the opportunity to identify appropriate 

levels of filtration and, if necessary, upgrade.

Ideally, machines should be sampled on at least a 

quarterly basis and levels of contamination should 

be plotted on a graph. Only in this way is it possible 

to identify problems before they become critical.

Oil sampling does come with a small cost but if a 

company has 100 machines working intensely, a 

simple low cost oil analysis, costing as little as £15, 

has the potential to prevent a costly component 

fault or stoppage which far outstrips the sampling 

cost. When you consider that the cost of replacing 

an average sized pump is approximately £5,000 

the financial argument really begins to stack up.

Monitoring oil cleanliness is therefore the most 

important factor to prevent failures and should 

become a must in any modern maintenance and 

servicing regime.

Is Oil Analysis The Key To 

More Machine Uptime?
If 80% of all hydraulic failures on machinery can be traced back to contaminated oil, why do maintenance 

engineers place their faith in component monitoring? Chris Gray, Filtration Product Manager at Bosch 

Rexroth explains why oil sampling is the key to greater machine uptime.

Machinery Maintenance ID

Bosch Rexroth 

www.boschrexroth.co.uk 

+44 (0)1480 223290
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Supplier UpdatesRobotic Automation

Sounds like an impossibility for us humans, right? 

Or is the internet making it a reality? Think about it, 

you can have a video call with someone from the 

other side of the world, remotely access surveillance 

footage in real time and track shipments from door 

to door - all online. We no longer have to physically 

be somewhere to influence our surroundings.

The main event at this year’s CeBIT - the world’s 

largest exhibition for all things IT and digital business 

- was CODE_n15 and its live demonstration of 

Industry 4.0 and the Internet of Things (IoT). It’s 

called ROBOCHOP and we strongly urge you to 

have a look at the website - www.robochop.com. 

Four industrial six-axis robots stood silent and 

waiting in Hall 16 at CeBIT; waiting for their 

instructions. Internet users around the world could 

access the machines via the website, where a 

3D web app enabled them to create small cubist 

designs. People could even do this on their smart 

phones.

Once submitted and approved, a selection of the 

designs was sculptured by the robots: the medium 

- a polystyrene cube (50x50x50cm), the method - 

a hot-wire cutting tool with coaxial cooling.

Over the five days of CeBIT, 2,000 pieces were 

created and later shipped to their designers.

ROBOCHOP was a working example of some 

of the industry buzzwords that have been touted 

around for a while now. It was a sneak peak at a 

future that could have consumers remotely and 

directly accessing industrial production equipment 

to manufacture their own personalised parts.

The IoT and smarter automation can help turn 

ideas for three-dimensional designs into physical 

products easier than ever before in history.     

Want a part, know the specifications? Log on to 

our website, click a few buttons and robots will 

furnish your request and ship it out to you. Perhaps 

even via a drone. The technology is practically 

there already.

So what does the future hold for us as an industrial 

obsolete and spares supplier? Due to new levels 

of interconnectedness and intensive big data 

mining, some industrial plants can already perform 

self-analysis and self-diagnosis. Sophisticated 

automated networks have made engineers 

omnipotent and omnipresent, if only in a specific 

facility.

The next stage will be a plant that can predict 

which parts need replacing and when. The robots 

and computers will know exactly when to order the 

replacement and it could be done automatically 

through a supplier; no costly downtime. In the not 

so distant future, we here at European Automation 

could be dealing with automated computer 

generated requests instead of engineers picking 

up the phone and ringing us. 

The future looks like it will be one of flexible 

production lines and super lean manufacturing.

But let’s not get too ahead of ourselves. With 

60 per cent of the Earth’s population still without 

internet access it might be a while before engineers 

really become omnipresent within their industrial 

plants and before customers will find themselves 

in the driving seat.

ROBOCHOP 
- the future of manufacturing?

Omnipresence or ubiquity is the ability to be everywhere and witness 

everything that happens at a given time.

For further information contact:

European Automation 

Unit 3, Parker Court, Staffordshire 

Technology Park, Stafford, ST18 0WP

Telephone: +44 (0) 845 521 3088

www: www.euautomation.com

e-mail: jonathan.wilkins@euautomation.com  

Developed for the production of relatively complex 

components, the new Tornos Swiss GT13 is the 

ideal solution for the subcontract manufacturer. Its 

ergonomic and modular design makes the Swiss 

GT13 a simple to set, user friendly turning centre 

that ensures Swiss precision and quality at an 

attractive price.

 

The new Swiss GT13 incorporates the kinematics 

of the larger GT26 with all the adaptations to ensure 

precision machining of parts from  2 to 13mm bar 

diameter. Ideal for the medical, dental, electronics, 

watchmaking and general subcontract sectors, the 

GT13 is available with either 5 or 6 linear axes.

 As with many of the Tornos range, the new GT13 

is designed for use with or without the guide bush 

as standard. In less than 15 minutes, a machinist 

can switch from one mode to another. The major 

benefit of the guide-bushless operation is the 

potential for material savings. The main spindle 

has a maximum spindle speed of 15,000rpm 

and the GT13 can achieve this maximum speed 

and decelerate to stop in less than one second. 

This impressive feature drastically improves cycle 

times by reducing non-productive times when 

a component requires a number of transverse 

operations that require the spindle to stop.

Tornos Launches New 
Small Part Turning Centre

Six months after the hugely successful launch of the Tornos GT 26 turning centre, 

the Swiss sliding head turning specialist is now introducing its smaller Swiss GT13 

turning centre.

Tornos UK Ltd

Tornos House, Garden Road

Whitwick Business Park, Coalville

LE67 4JQ

Tel: 01530 513100

Email: sales@tornos.co.uk

Web : www.tornos.com
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Engineering EnvironmentEngineering Environment

This summer promotional offer also applies to two 

other Nederman products, the Suction Blaster and 

the FilterCart.

The Nederman FE840 model is provided with a 

manual start/stop function, whereas the FE841 

includes an innovative automatic start/stop feature 

that starts and stops the extraction with operation 

the welding torch. By eliminating welding fume at 

source, via either on torch extraction or extraction 

nozzle, the Fume Eliminator with its integral 99.7% 

efficient filtration is undoubtedly the most cost 

effective means of reducing airborne particulate. 

Furthermore, the automatic feature on the 841 

Series ensures that extraction is only used when 

required, thereby improving efficiency and reducing 

running costs for the end user.

This efficiency is also incorporated into the Fume 

Eliminator design, with a powerful 100W motor 

that creates an airflow of up to 150m3/h and a 

maximum suction of 22kPa through the 2.5m long 

hose, and to permit the welding operative to freely 

move the Fume Eliminator from one work area to 

the next, it has an extremely lightweight design 

with a total weight of 16kg. This is packed into 

an 830 by 230 by 410mm (L X W X H) frame that 

allows the unit to be used in the most compact and 

demanding of work areas.

To cater for the various demands of the workplace, 

the Fume Eliminator is available with three optional 

nozzles. The TM80 nozzle has a 500mm length 

with an 80mm diameter hose whereas the TM200 

is supplied with a 570mm hose length with a slot 

nozzle that is 200mm wide and 30mm high. The 

final nozzle option is the PM300. This 

provides a slot width of 300mm 

and a slot height of 5mm, 

making this nozzle the 

preferred choice for seam 

welding applications.

As mentioned above, 

until 31st August 2105 

any purchase of a 

Nederman Fume 

Eliminator, Suction 

Blaster or FilterCart, will entitle the purchaser to 

a free Nederman C20 power cable reel. The C20 

cable reel is a high-quality power reel with a robust 

design that is demonstrated by its high-impact 

composite material casing. The retractable cable 

has an optimised spring force and ball bearings 

that ensure the 12m cable retracts smoothly, easily 

and evenly onto the drum.

Nederman ‘At-Source’ Extraction 

Now With a Bonus Offer
The Nederman Fume Eliminator 840/841 is a small, lightweight, 
portable extraction unit that has proven invaluable in improving 
the air quality of workshops where light welding is carried out, and 
until the end of August 2015 will be available with a free Nederman 
C20 power cable hose reel.

Nederman Ltd

91 Seedlee Road

Preston

PR5 8AE

Tel : 08452 743434

Email: info@nederman.co.uk

Web: www.nederman.co.uk

The company focuses on products that reduce 

mist and the cycle times and improve the ROI of 

the machine tool companies. The oil mist collector 

creates a safe and pleasant workshop environment 

for client companies to quickly remove the mist and 

continue with the machining task.

According to the company spokesperson, their 

coolant mist collector can effectively remove the 

contaminants, keeping the machine operating 

process smooth and error-free. The collector 

makes the mist collection task a lot easier and 

helps improve the productivity. With a quick and 

effective filtration process, the mist collection 

is done to keep a machine or equipment in an 

excellent working condition.

The company has mist filter units in three different 

sizes with two types of filters. Thus, the systems 

are suitable for either coolant mist or oil mist. The 

OMF unit or the CNC mist collector is connected 

directly to the machine tool and it runs when the 

coolant pump operates. The design team carries 

out a professional installation to ensure an efficient 

coolant mist control. They have different types of 

models for industries to install them and to witness 

effective mist control and separation at workshops 

and industrial installations.

With their full range of mist collectors, Mist Control 

UK intends to support the task of oil collection and 

ventilation and prevents cell contamination. It also 

helps create a safe working environment for the 

workforce and reduces health hazards for them. In 

order to check the entire range of mist filters and 

mist collectors available with them, one may visit 

the website www.mistcontroluk.com.

Mist Filters 
For All Machine Tools

Designed for heavy-duty and effective mist control, the UK based company Mist Control  

has come up with a complete range of components to be used in the machine tools.

Telephone: +44 (0) 1206 791191

Email: sales@mistcontroluk.com

Website: www.mistcontroluk.com
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Exhibition PreviewsExhibition Previews

Event organisers, i2i Events Group in 

partnership with the Chartered Institution of 

Waste Management, are introducing an array 

of initiatives to inspire a new generation of 

resource managers.

Giving organisations the best platform to drive 

business growth is a primary commitment 

for RWM, which takes place at the NEC, 

Birmingham from 15-17 September.  Valuable 

opportunities for professional development 

include a campaign to find the industry’s 

rising stars and resource managers of the 

future and an award for recycling innovation.

The show, supported strategically by new 

chairman, Barry Dennis and 22 RWM 

Ambassadors from heavy-weight brands 

including Nestlé and Unilever is introducing 

a dedicated area on the show floor, the 

RWM Launchpad. This enables start-ups 

with game-changing business innovations 

to showcase products and services to 

an industry audience of over 13,000 

professionals.  In advance of the show, 

entrepreneurs have another incredible 

opportunity to grow their business through 

RWM’s partners, Virgin Media Business. 

The ‘Pitch to Rich’ campaign enables 

organisations to present business ideas to a 

panel of judges including Richard Branson.

Key media partner, Guardian Sustainable 

Business and content partner, Zero Waste 

Scotland are valuable contributors to a 

packed schedule of informative workshops, 

keynote speeches, seminars and surgery 

sessions. With circular economy initiatives 

taking centre-stage, the line-up of influential 

speakers will illustrate how new ways 

of thinking can deliver cost-savings and 

improved supply chain processes.

Must see areas of the show include:

Circular Economy Connect Zone and 

Theatre: This year’s programme, chaired 

by environmental journalist, Maxine Perella*, 

features companies that have already 

adopted circular economy principles, helping 

to inspire the whole supply chain.

Machinery and equipment where visitors 

will get an immediate sense of the sheer size 

and breadth of the technologies available 

on the market. From commercial waste 

containers to sorting systems and heavy 

plant equipment, hundreds of suppliers will 

be exhibiting their latest developments.

Handling and logistics zone showcases a 

broad range of bespoke materials handling 

and logistics services and solutions to help 

companies build and manage world-class 

supply chains and improve operational, 

management and strategic performance.

Recycling and reprocessing technologies 

zone, bringing to life the environmental and 

financial benefits of recycling. An immense 

range of products and services will be on 

show to help organisations achieve zero 

waste to landfill.

Energy from waste zone, which highlights 

the increasing capabilities and efficiencies for 

recovering energy from materials including 

anaerobic digestion, incineration, and 

gasification.

 

Professional services from consulting on 

resource management plans to recruiting the 

right people to implement it.

 

Russell Bacon, Portfolio Director – 

Environment at i2i Events Group said: “RWM 

is the pivotal event for this dynamic industry 

and is constantly adapting and evolving to 

deliver current industry insights.  The show 

has became the launch pad for product 

innovations worldwide and has a high level 

of loyalty from global visitors and exhibitors. 

Having received valuable feedback from 

attendees and industry leaders, we’re 

making further enhancements to the show to 

help propel ideas and business models into 

the international limelight.”

This year’s sponsors include SITA as gold 

sponsor of the Circular Economy Connect 

zone; Mitsubishi Electric as lead sponsors 

of the Energy from Waste Theatre; Novelis; 

Viridor; Stobart Biomass; TOMRA Sorting 

and technical partner Stadler.

Over 10,000 SME manufacturing sites 

operate within 100 miles of Newcastle 

and, with inward investment from larger 

manufacturers such as Nissan in Sunderland 

and now Hitachi in County Durham, the 

heartbeat is stronger than ever. 

Manufacturing & Engineering North East will 

showcase the North East’s strengths and 

provide a platform for the local and national 

manufacturers, engineers and their suppliers 

to meet, learn, solve problems and develop 

business. 

The event will comprise three key elements 

covering the full range of design, production 

and manufacturing and perfectly targeted to 

attract your potential customers: 

•	 Keynote conference sessions from 

market-leading engineering and 

manufacturing businesses.

•	 Practical, hands-on workshop 

sessions.

•	 An exhibition with access to market 

leading suppliers.

With its huge industrial base and passion for 

growth, the North East is the perfect place 

to reach decision makers with budgets and 

the authority to spend them. Manufacturing 

& Engineering North East provides the 

perfect forum for you to meet them. 

Registration has now opened for 
Manufacturing & Engineering North 
East Show, which takes place at the 
Metro Radio Arena in Newcastle on 8th 
and 9th July 2015. 

The Show, whose headline sponsors 

include Fanuc and Lombard, is the only one 

of its kind, championing the manufacturing 

industry in the region and offer professionals 

in the sector a comprehensive event focusing 

on their needs and their needs alone.

Exhibition space is now completely sold out 

and more details about the Show’s high level 

engineering conference and free practical 

workshops will be announced shortly. 

A number of leading trade bodies and 

institutions have pledged their support 

for Manufacturing & Engineering North 

East, including the Manufacturing Advisory 

Service (MAS), North East LEP, Gateshead 

& Newcastle Inward Investment and the 

Institution of Engineering Designers (IED).

Registering for the event not only ensures 

free entry to the Show, it also allows visitors 

to select the workshop and conference 

sessions they would like to attend. “Because 

attendance at each session will be limited and 

demand is expected to be high, registering 

early is highly recommended,” commented Ed 

Tranter, executive director of Show organiser, 

Findlay Media.

Manufacturing and Engineering

North East Show
Manufacturing and engineering are at the heart of the North 
East’s economy.

Details of the conference and 

workshop sessions will be 

revealed over the coming weeks. 

More information, including how 

to register, can be found at www.

menortheast.co.uk/register

RWM 2015
A host of exciting new features

RWM 2015 set to attract the highest cross-sector attendance at the international 

showcase of recycling innovation.

For more information about Europe’s 

largest and best-established event 

for resource efficiency and waste 

management visit:

www.rwmexhibition.com, 

call 00 44 203 033 2049 

or email info@rwmexhibition.com.
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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.

TipOfTheDay - Wherever you see a 

successful business, someone once made 

a courageous decision. - Peter Drucker

The goal of an effective leader is to 

recondition your team to be solution 

focused rather than problem focused.

Time to draw breath. Very busy on @xyzmachinetools stand 

today @SubconShow. Intresting to see lots of new contacts 

viewing our machines.

Good news: Recruitment 

has started for 300 new 

jobs at Sunderland, ahead 

of the start of production of 

#Infiniti Q30 

BBC News - Airbus had 1,000 parts 3D printed to meet 

deadline

Conjoined twins 

successfully separated in 

China, using 3D printing 

technology

On average, engineers have more calculators than siblings. 

Many also prefer their calculators over their siblings #fact

BAE Systems moves up to number 2 defense contractor. Rock on! 
http://bit.ly/6Ot10

@BusinessHumor

@WIEpsut

@NissanUK

@MTA_UK

@PDChina

@EngineersHumor

@xyzmachinetools

@BAES_NavGuns




