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The demonstration of Low Frequency Vibration 

(LFV) cutting on Citizen’s latest L20-VIII CNC sliding 

head turn-mill centre will be amongst a host of high 

performance cutting demonstrations.  A Citizen L12 

will be featured  with automatic loading of pre-cut bar 

lengths to aid increased productivity when shorter 

lengths of bar are supplied.

Visitors that attended the MACH 2016 Citizen stand and who bring along their token given 

on the stand will be able to take part in a competition to win an Orange mountain bike worth 

£6,000.

The new brochure is packed with new technology that 

has been developed specifically for manufacturers in 

this technically demanding industry sector. 

HAINBUCH is all too aware of the challenges from an 

industry that is driven by time constraints, exacting 

component and material specifications and the 

geometric complexity of the parts machined. As 

experts in workholding, HAINBUCH has published its aerospace brochure to demonstrate the 

durability, accuracy and versatility for customer demands in this ever evolving industry. 

The new brochure has detailed information on product lines such as the double independent 

I.D clamping system, the segmented bushing chuck, the segmented T213 mandrel and the 

extremely popular TOPlus pull back chucks. In each instance, HAINBUCH demonstrates 

common aerospace components and their respective machining problems; providing a 

resolution to all your aerospace machining issues.

HAINBUCH Publishes Aerospace 
Workholding Brochure

This is why OPEN MIND Technologies has developed 

hyperMILL MAXX Machining, the comprehensive 

high-performance CAM solution for roughing, 

finishing and drilling that generates machining time 

savings of up to 90%. The latest version of this 

ground breaking CAM software will be on show at the 

Hurco UK headquarters in High Wycombe on the 4th 

of October. At the event, manufacturers will have an 

opportunity to witness all the latest 5-axis machine 

tool technology from Hurco with live demonstrations on a VMX42 SRTI machining centre. 
 

The demo day will highlight the synergy and the remarkable potential of combining 5-axis 

machine tools with new tooling concepts such as circle segment end-mills from Quickgrind; 

and of course the latest hyperMILL® MAXX Machining module. This performance package 

offers end users three powerful modules for roughing, finishing and  drilling.

As a leading innovator in the workholding sector, HAINBUCH has now 

published a new eight page brochure for the aerospace industry.

Processing speed on the shop floor is more crucial than ever these days.

The company, which employs 30 people, has 

purchased a new Yamazaki Mazak 3D FABRI GEAR 

400 tube laser cutting machine, the first machine of 

its kind to be sold into the UK.
 

Supplying customers in the automotive, construction, 

defence and off-shore industries for over 35 years, 

the Laser Cutting Company provides a variety of 

services, including the cutting of steel, stainless steel 

and aluminium; as well as the delivery of tubular, 

structural sections, beams, pipes and both flat and 

bent metal components up to 790kg to customers 

throughout the UK.

The 3D FABRI GEAR 400 is the second Mazak laser cutting machine bought by the company, 

and gives it the capacity to now cut regular and irregular 3D structured sections, including H, 

I and L beams; as well as square and round pipes and tubes up to 8000mm in length and 

406mm in diameter. Crucially, the new purchase has already helped speed up production times 

by 30%.

To view this new brochure, please contact your local HAINBUCH 

representative or download it via: www.hainbuch.com

While Citizen has an open invitation to all, those wishing to attend 

are able to register www.citizenmachinery.co.uk 

www.lasercutting.co.uk   |     www.mazakeu.co.uk

www.leespring.de

www.xyzmachinetools.com
For further details or to register for the event, please visit:

http://www.openmind-tech.com/news/upcoming-events.html

OPEN MIND Announce 5-Axis 
Event at Hurco

M.D. Dejan Unger explained “We can offer customers 

across Europe expert distribution links with next day 

delivery to the majority of regions from our 23,000 plus 

ex-stock catalogue.  Lee Spring Germany can supply 

direct to locations throughout Europe and work closely 

with our colleagues in the UK to co-ordinate with 

customers based there.” 

Lee Spring Germany is based in Lüdenscheid, central 

Germany, adjacent to the Dusseldorf/Dortmund 

industrial complex and can offer both ex-stock and 

custom manufactured springs and spring components 

to suit specialist applications and environments. The 

Lee Spring Lüdenscheid facility is located in the South 

Westphalia economic region in the county of North 

Rhine – Westphalia.

The agreement covers the entire C B Ferrari range 

of high performance, multi-axis, machining centres, 

polishing machines and laser systems, all of which 

are ideally suited to applications within the aerospace 

sector, blade manufacturing in particular, with its A, S 

and N series of machines; as well as mould and die, 

where its D series large capacity machines meet all the 

requirements of the mould maker.

CB Ferrari manufactures a series of three-, four-, and 

five-axis machining centres, including high speed linear 

motor machines,  that are targetted at blade machining 

and also complex shaped components.

New German Centre
Lee Spring have announced a sales/distribution 

centre in Germany adding to the company’s 

existing distribution and engineering locations 

around the world.

Like many prior to the Brexit vote, XYZ Machine 

Tools had misgivings due to the many unknown 

factors that it raised.
After an absence from direct sales into the UK 

market of over 15 years Italy-based machine tool 

builder, CB Ferrari, which is celebrating its 50th 

anniversary this year,  has appointed IWSH Ltd 

as its UK distributor.

Ferrari Returns To The UK

Turning Technology Showcase
Central to Citizen’s 2016 Open House between 11 and 13 October will be the 

first UK demonstration of a key breakthrough in machining technology 

that is not only able to increase cutting performance, but also create gains 

through improved and controlled chip flow, extended tool life and help 

maintain better levels of surface finish.

Sheffield-based specialist laser machinists, the Laser Cutting Company, has 

announced a significant investment in its machining capabilities which will 

allow the company to meet growing customer demand for larger and more 

complex work pieces.

Sheffield Laser Firm Meeting Demands

The ‘trade-in’ deal applies to all of SCHUNK’s market 

leading toolholders and a wide variety of 8 inch lathe 

chucks. SCHUNK introduced the attractive ‘trade-

in’ offer to improve the productivity of the industry. 

However, the remarkable uptake has seen SCHUNK 

extend the offer beyond the September deadline to the 

end of the year.

The value of good toolholding practices cannot be 

undervalued with surface finishes, tool and spindle 

life and performance being impacted upon by inferior 

toolholding products and methods. To improve tool-

life and machining performance through high quality 

toolholding equipment, SCHUNK is extending the 

trade-in discount against its market leading toolholders. 

This will give machine shops the opportunity to try the 

new Tendo-E compact. 

If you want to investigate the benefits of high-quality 

toolholding and workholding products, please contact 

your local SCHUNK dealer to get more detail on the 

‘trade-in’ offer.

However, since the vote was taken the Burlescombe-

based machine tool company has seen business levels 

increase and enquiry levels are described as booming 

by Managing Director Nigel Atherton. 

The latest positive news from the manufacturing sector, 

which shows demand for British manufactured goods 

experiencing the best month in over 25 years; exports 

rising at their fastest rate for more than 26 months; and 

the influential Markit index of activity in British factories 

jumping five points to 53.3 in August, is reflected in the 

increased activity witnessed by XYZ Machine Tools. The 

buoyancy of the UK manufacturing sector including the 

important sub-contract machining environment has 

seen order levels rise along with a significant increase 

in enquiry levels for XYZ Machine Tools, dispelling many 

of the fears that was around before the EU referendum.

XYZ Sees Business Boost 
Following Brexit

SCHUNK Extends 
‘Trade-In’ Offer
The exceptional popularity of the SCHUNK 

‘trade-in’ offer that was unveiled in June has now 

been extended to the end of 2016.

www.gb.schunk.com

www.iwshltd.com
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Underpinning Tool Studio’s renowned 3-D live ‘on the 

screen‘ tool production simulation – which displays an 

exact representation of the grinding result - and collision 

checking functionality, the enhanced software includes 

a raft of developments designed to save time and make 

life easier for users.

For example, a new Wizard creates an easier way 

to add and configure corner radii on drills, including 

approach and ‘lift-off’ options for very smooth blends. 

Also for drills, a new standard point operation (with 

conical face polishing) enables the production of more 

extreme geometries - point angles of 60 to 160 deg, 

clearance angles from 0 to 16deg and gash angles from 

30 to 80deg.

The upgraded software has new Wizards for 

countersink tools (with fan and axial gash) and for 

the easier configuration of ‘bullet-nose’ tooling. New 

smart probing for end mills, where parameters are 

probed and recorded with no manual input required, is 

complemented by new functionality for the probing of 

unequally-indexed coolant holes and for the probing of 

eccentric runout and compensation of a tool or blank.

Walter’s Tool Studio 
Even More Powerful

A range of new tool grinding and probing routines, 

as well as new Wizards and improved features 

for faster and easier use, means the latest 2.1 

version of the Tool Studio tooling grinding and 

erosion software available from Walter Ewag UK, 

a member of the United Grinding Group, offers 

even more possibilities for highly effective and 

efficient tool production and regrinding with 

the Walter Helitronic range of multi-axis tool 

grinding and erosion machines.

www.walter-machines.com

The event will see the established SwissNano, GT26 

and ST26 turning centres appearing alongside the 

new DT26, which will be making its UK debut at the 

event.

 

As well as cutting edge machine tool innovations, 

manufacturers of small turned parts will have the 

opportunity to investigate the latest cutting tool 

innovations from Floyd Automatic Tooling, Rainford 

Precision, Arno Werzeuge and Iscar. Complimentary 

technology will also be demonstrated by PSL 

Datatrack, Wogaard and many more. From a machine 

tool perspective, visitors will get an opportunity to see 

the brand new Swiss DT26, which will be shown in 

the UK for the first time. The extremely sturdy and 

powerful Swiss DT26 machine has a kinematic design 

that promotes swarf evacuation and rigidity whilst 

being an extraordinarily flexible machine.

Working in synergy with its machine tool range is 

the Tornos TISIS 2.0 programming and machine 

management software that will comprehensively be 

demonstrated at the Open House Event. Designed 

for all Tornos products working in ISO mode, TISIS 

has been continuously expanded to provide the users 

with a steadily increasing number of features such as 

Industry 4.0 and parametric programming that will 

simplify programming and prevent errors.

Tornos Announces 
Open House Dates
For manufacturers looking for the latest turning 

innovations, Tornos UK has now announced 

that it will be hosting its 2016 Open House event 

from the 11th to 13th October at its Coalville 

headquarters.

www.tornos.com

At Advanced Engineering 2016, this product 

programme will be the main theme on the stand of 

the manufacturer’s sole agent in the UK and Ireland, 

Asquith Butler, along with the message that the entire 

machine range is currently being rebranded under the 

name Blue Ray.

Paul Hinchliffe, managing director of Asquith Butler 

said, “Machines in the Sahos / Blue Ray portfolio offer production solutions in many sectors, 

notably aerospace, motorsport and automotive, while larger models in the range are frequently 

used to manufacture parts in transportation, boatbuilding and even theatre and film set 

construction.

“The whole point of these machines is efficient milling and drilling of light materials at elevated 

speeds to close tolerances. Repeated light cuts taken at high feed rates replace deeper, slower 

cuts on traditional metal cutting machining centres. “The benefits are that a heavy, expensive 

machine structure is not needed, spindle load is lighter and surface finish on components is 

better, as the highly dynamic motions and low chip load mean that there is less susceptibility 

to chatter.”

The key to the success story has been the all-

important integration of skills and design and 

manufacturing services which lead to savings and 

efficiencies down the line.

Hyfore is working on a project that will ultimately 

involve manufacturing over 120 fixtures.  All are being 

proven out in Coventry where Hyfore has designed the prove-out tooling, is undertaking the 

prototype manufacturing and has written all of the machining programmes. Once signed off  by 

the customer these will be transferred into the production environment saving significant cost 

and being delivered in a near ready-to-machine process.

To upgrade its manufacturing and inspection to accommodate the volumes of new work, 

Hyfore has purchased 2 Quaser VMC’s – an MV 235 and MV 184 – from the Capital Equipment 

Division of its parent ETG and also has a new Mitutoyo Coordinate Measuring Machine (CMM). 

Agile Machining Centres For 
5-Axis Machining Of Light Materials

With their low-mass moving elements, rigid construction and wide range of 

spindle speed and power options, Sahos 5-axis machining centres from the 

Czech Republic are ideal for producing components from light materials.

A new and innovative prototyping and prove out service now being 

offered by Coventry-based Hyfore Engineering is being used by a range of 

manufacturers who will benefit from the integration of skills and processes 

coupled with cost savings for product.

www.asquithbutler.com

www.slm-solutions.com

www.renishaw.com/en/education-outreach--34713 

www.hyfore.com

New Service From Hyfore Proves A Winner

The five-year rolling programme selects a group of 

talented and motivated pupils to work on science 

and engineering based projects and find innovative 

solutions to real-world problems. The ultimate aim of 

the project is to encourage the participants to pursue 

a career in science, technology, engineering and 

maths (STEM). 

This year’s graduation ceremony for the second group of students to complete the programme 

took place on September 8.  Every year, the Future Brunels programme selects twelve new 

students from four Bristol secondary schools based on their potential and passion for science 

and engineering. The five-year programme, inspired by the work of Isambard Kingdom Brunel, 

involves students attending the programme six times a year either at the Brunel Institute or at 

engineering and science sites. 

“We would like to congratulate the latest generation of Future Brunels on their graduation 

from the programme and we hope the activities they have been involved in throughout the 

scheme resonate with them in future,” commented Julie Collins, Education Liaison Manager 

of Renishaw.

Renishaw Supports Future Brunels
Renishaw, supports the pioneering Future Brunels programme developed by 

the ss Great Britain Trust.

Globally leading aircraft engine manufacturer GE Aviation announced its 

decision to launch a voluntary public takeover offer for all outstanding 

shares of SLM Solutions Group AG.

GE Aviation is part of the General Electric Group, USA. GE Germany Holdings AG, an indirect 

wholly-owned subsidiary of GE Aviation, will conduct the offer.

Both companies welcome the planned integration of their areas of activity as a major and 

longterm opportunity for their customers, employees and shareholders. Hans-Joachim Ihde, 

founder and Chairman of the Supervisory Board of SLM Solutions Group AG, expresses 

his pleasure: “General Electric has already accompanied us as a user and customer since 

our inception. They assumed a pioneering role in aerospace technology and were early to 

identify the benefits of selective laser melting – for example in terms of savings in the weight 

of components.

They are entirely familiar with SLM Solutions’ multi-laser technology and its advantages vis-a-

vis our competitors.” In a Business Combination Agreement concluded between GE Aviation 

and SLM Solutions on September 6, 2016, GE Aviation stated its intention to continue to foster 

and support SLM Solutions’ innovative corporate culture in the future.

SLM Solutions Approves Merger With GE Aviation
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Starrag has announced an uprated 83 kW range, 

added a 30,000 revs/min model and launched 150 kW 

spindle variants for larger workpieces.

These developments not only present a range of 

smaller yet competitively-priced and high-speed (rapid 

traverse rates of 65 metres/min) five-axis machines to 

sub-contract machinists, but they also further enhance 

Starrag’s impressive array of aluminium cutting 

machines for OEMs and tier one and two suppliers.

Available from Starrag UK, the portfolio now also 

includes 150 kW variants for the Scharmann Ecospeed 

and Ecospeed F models (complementing 120 kW 

units), that are capable of handling components from 

three to 20 metres long, while the new Starrag STC 

800X features a 120 kW spindle and the three-machine 

Heckert HEC X5 range has been uprated with 83 kW 

spindles. 

Indeed, the new 150 kW spindles have the potential to 

reduce machining times by a further 15-20 per cent on 

typical aerospace structural parts. 

In all cases, the machines boast metal removal rates 

that out-perform ‘like-for-like’ competitor models, 

Starrag UK claims. Indeed, the STC 800X can remove 

aluminium at the rate of up to 10 litres a minute.

This reinforces Starrag’s customer-focused policy of 

‘Engineering precisely what you value’ by, for example, 

reducing production times and unit costs by offering 

complete machining in a single set-up.

Aluminium Cutting For 
Companies Of Every Size

Starrag has expanded its range of five-axis 

horizontal machining centres targeted at 

aluminium cutting with a host of developments 

to satisfy all machining needs in companies of 

every size.

www.starrag.com www.citizenmachinery.co.uk 

With the machine installed, these and other parts are 

being transferred from a fixed head turn-mill centre to 

improve lead time and cost-per-part capability.

Managing Director Glenn Boydell explains “We 

checked out the latest sliding head machines and 

important in our final decision to order the Citizen was 

our experience over the years of on-going support, 

backup and service from Citizen Machinery on our 

three existing machines, the last installed in 2011.”

Mr Boydell is far from being shy to investment. Since 

the last Citizen installation he has also installed eight 

new machining centres and fixed head lathes and 

during that time has more than doubled sales.  Having 

taken on two new setters in the last year, one a highly 

skilled sliding head engineer, he felt it was time to 

increase his small turned part capacity and as a result 

the two connector components used as test pieces will 

benefit from reduced cycle times of 250 to 168 secs 

and 90 to just 60 secs.  

He said: “The faster processing and overlapping 

capability of the Citizen L32-X plus greater levels of 

flexibility it offers, especially with its B-axis, two Y-axes, 

and 44 tool capacity, makes it ideal for my production.”

BCMZ Adds Past Experience To Latest 

Performance Potential With Citizen

The ability to save a third on cycle times on 

repeat orders of precision connector components 

led subcontractor BCMZ of Sudbury to order the 

newly launched 8-axis Citizen Cincom ‘icon’ 

L32-X CNC sliding head turn-mill centre at 

MACH 2016.

The new app is also designed to be of maximum 

benefit to machining technicians, across a wide 

range of machining applications, including shoulder 

milling, face milling, slot milling, ISO turning, 

grooving, drilling into solid material or counterboring. 

With minimal user input the powerful App calculates 

all the respective values required for setting up CNC 

machines. In addition to standard parameters such as cutting speed, RPM, feed, feed rate or 

average chip thickness, the Formulas App will also provide chip volume, torque, primary cutting 

force, primary processing time, and drive power data when machining predefined materials. 

In line with the WNT commitment to service, the extremely useful and practical Formulas App 

is available free of charge. Additionally, the software has been streamlined to ensure extremely 

fast loading for immediate use. Machining technicians looking to make life easier can download 

WNT Formulas from the Apple Store for iOS devices (http://apple.co/2b8q1LH), or from the 

Google Play Store for Android devices (http://bit.ly/2aGxGPN).

WNT Formulas – An App You Can Count On!
With the WNT Formulas App, searching for the right formulas and performing 

cumbersome cutting data calculations are now a thing of the past, as a 

complete set of formulae are stored on the user’s smartphone or tablet to 

make light work of cutting data calculations.

Destec Engineering Ltd is saving time and money by using Walter Titex 

XD deep hole drills to produce a series of 5 mm to 20 mm diameter holes 

(autoclave ports) to depths of 250 mm in a range of materials including 

carbon steel and super alloys.

KYOCERA SGS Precision Tools, Inc., a leader in solid carbide rotary tool 

manufacturing has announced it will invest $9.5 million to establish the 

KYOCERA SGS Tech Hub, LLC, in the city of Danville, Virginia.

CGTech recently unveiled the new VERICUT Version 8 which will be featured 

in the UK at  Advanced Engineering exhibition, NEC November 2-3.

www.wnt.com

www.walter-tools.com

www.kyocera-sgstool.comwww.cgtech.co.uk

VERICUT V8 features a new Ribbon Bar allowing the 

user to quickly select the required function.  As you 

move from tab to tab, the Ribbon bar dynamically 

updates to show the options available and options 

are grouped by the function they perform within 

VERICUT.

“VERICUT 8 is all about optimising our customers’ workflow to quickly access only the menu 

choices needed at the time,” said VERICUT Product Manager, Gene Cranata. “The Ribbon Bar 

helps users find the functionality they need quickly and with minimal mouse clicks.”

The VERICUT logger now displays messages and reports from many sources. In addition to 

errors, warnings, and other messages from the VERICUT session, it also displays information 

from AUTO-DIFF and X-Caliper. The messages can be grouped, sorted, and displayed in 

a variety of ways depending on user preference.  A new “Toolpath Trace” feature creates a 

wireframe of the motion path that can then be measured. No stock model needed to generate 

a path. Picking on a path in the wireframe automatically sets the simulation to the current line 

in the NC program.

CGTech To Feature VERICUT Version 8

In one case – producing holes of 5 mm diameter by 

240 mm deep - the solid carbide drills have reduced 

cycle times by seven hours and have also increased 

hole quality. 

Introduced two years ago by the specialist 

manufacturer and supplier of high-pressure 

containment equipment, portable machine tools and on-site machining services to the 

worldwide oil and gas sector, the Titex drills have not only cut hole production times from 

30 minutes per hole down to just five minutes, but they have also eliminated the problems 

formerly encountered with frequent tool breakage and tool wander, as well as insufficient swarf 

clearance.

The Titex XD range, available in the diameter range of 3 mm to 12 mm, feature four lands for 

optimum hole quality, especially in workpieces with inclined hole exits and cross holes, and 

boast a tip coating of TTP, specifically designed for deep hole applications, giving excellent hot 

hardness to counter generated cutting temperatures, high oxidation resistance and outstanding 

frictional properties.

Titex Deep Hole Drills Cut Production Times

The new KYOCERA SGS Tech Hub creates a technology driven, solutions based development 

location complementary to the existing structure of KYOCERA SGS Precision Tools.  The 

Hub provides a collaboration space for KYOCERA SGS Precision Tools partners to realize 

repeatable, subtractive processes providing measurable results and continuous feedback in 

a corporate community environment.  Ultimately, the Tech Hub will deliver a new approach to 

the design and production of cutting tools in partnership with the end user and tailored to meet 

their individual needs.

KYOCERA SGS Precision Tools is continually recognized as a premier market driven 

manufacturing company of solid carbide cutting tools that supplies industry leading high 

performance catalog products on demand.  The Tech Hub expands those core competencies 

by focusing on four key areas: (1) Process Development and Optimization; (2) Project Support; 

(3) Training and Education; and (4) Strategic Manufacturing Inspection.  These areas of 

concentration enhance the overall KYOCERA SGS Precision Tool product and services offering 

as the Tech Hub will provide technically advanced unique solutions as a result of implementing 

a customer driven, collaborative manufacturing philosophy.

KYOCERA SGS Precision Tools invests $9.5 million



ID

Page 10  -  October  2016  -  industrialdirector.com

News

It has over 300 new pages of 

products and brands, new to 

MSC, which are guaranteed to 

transform how you work. With 

over 10,000 new products 

added our product offering 

just got bigger and better. The 

catalogue now also features 

firm favourites such as Iscar, 

Ceratizit, Dormer Pramet, Fluke, Houghton and Metabo.

Managing Director, Michael Almond says: “This is our 

best catalogue yet because it brings together over 90,000 

products across metalworking, maintenance, repair and 

operational needs, making us the one stop shop for 

any industrial buyer. At MSC we also understand how 

imperative it is for today’s engineers to access items in a 

way that suits them best. We have listened to feedback 

from our customers and have invested in the development 

of our website improving the search functionality and 

the overall user experience. Our website enables our 

customer base to gain access to the full MSC product 

range of over 120,000 items, the majority of which are 

available next day. Placing orders via the MSC website has 

never been easier and will save our customers valuable 

time and money.” 

Doing business with MSC couldn’t be easier. We 

passionately believe the importance of UK industry and 

exist to help you fuel your potential and get to market 

faster. There’s no need to put up with back orders or 

machine downtime when dealing with MSC. Our world 

class customer service and award winning delivery service 

won’t let you down. We are committed to providing you 

with a unique customer experience which is backed 

by our service mark accreditation with the Institute of 

Customer Service. Get your hands on the new MSC Big 

Book catalogue now and you won’t be disappointed.

Get Your Hands On The New 
MSC Big Book Catalogue

It’s the one you have all been waiting for…. MSC 

has launched its new Big Book catalogue and 

like the products it features, the 2016 catalogue 

is a ‘must have’ for anyone who buys industrial 

metalworking and MRO products.

www.mscdirect.co.uk

www.rk-int.com

www.guhring.co.uk

The surface grinding machine Perfect PFG120-200AHD double column-

type machine (1200 mm by 2000 mm maximum grinding surface), is 

one of the largest machines of its type sold by RK International 

Machine Tools in the UK. 

“While concentrating on the metal-cutting side of 

our operation we had taken our eye off the pressure 

on our grinding section. The old machines we had 

were working 16 hours /day and are obviously an important element of our business. However, 

they were old and becoming less reliable so the time was right to invest in the latest technology. 

Our thermo-forming work tends to be seasonal, so we took the decision some time ago to 

maximise the skills we have available to us and the two areas of nuclear and aerospace were 

an ideal fit for our business and the people we have working here. By bringing in the Perfect 

grinding machine, we will improve productivity and be well placed to handle the increase in 

work that we are seeing from nuclear and aerospace customers. In addition, since the EU 

referendum we are also seeing increased activity in our export markets, which represents 20 

per cent of our turnover,” says Martin Baker, Managing Director TMB Patterns.

Self-built by the competitors and fighting in a 

purpose-built arena, the six-episode series has been 

watched by over 2 million people each week.

The Grand Final was won by Apollo, a robot 

captained and driven by Dave Young. As one of the 

House Robots that featured in the Series, Sir Killalot 

is a 740kg robot with a 2.5tonne pincer grip and a 

top speed of 10mph. On one arm is a 300kg arm lift that outweighs all competitors and on 

the other arm is a 2inch taper shank drill from Guhring. The Guhring 245 Series Taper Shank 

Drill has been used throughout the series as a tactical feature in battles with contestants. 

Manufactured by Robo Challenge, a Birmingham based company of enthusiastic, creative and 

downright whacky engineers, Sir Killalot is just one of many prestigious projects that Robo 

Challenge has delivered. 

As well as featuring heavily in the hit TV show with Sir Killalot, Robo Challenge was also 

tasked with designing and manufacturing the coveted trophy. A trophy that has another iconic 

masterpiece at its centre, the Guhring 245 Series Drill.

Grinding Investment
Bridgwater-based TMB Patterns, a leading supplier of tooling for the thermo-

moulding industry has ordered a surface grinder from RK International 

Machine Tools on the back of positive business outlook, increased work from 

its customers in the thermo-forming sector and a diversification into sub-

contract machining for the nuclear and aerospace sectors.

Over the summer months Robot Wars has been back on our TV screens with 

40 distinct combat robots battling it out for the prestigious accolade of being 

crowned the 2016 champion. 

Drill Is The Top Prize For Robot War Warriors
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But it’s a policy that has served Body Engineering 

well since the company was established in 1989 – 

and in recent years has spurred an investment of 

more than £1 million in the latest CNC technology, 

including five machines from T W Ward CNC 

Machinery (Ward CNC):

• Hartford Pro-800 vertical machining centre

• Hyundai-Wia L230 LMSA CNC turn-mill 

centre

• Hankook VTB 100R vertical turning and 

boring machine, and 

• Two Hyundai-Wia KH63 horizontal machining 

centres.

In each case these machines, like the other 

eight CNC machines (including deep hole drilling 

capacity) in use at the family-owned company’s 

County Durham-based site, have been purchased 

to satisfy particular machining requirements to 

enable the company to not only meet but also 

exceed its preferred machinist status with the 

customer.

Every machine is generally set up and dedicated 

to the production of specific parts used in the 

construction of track and running gear for armoured 

vehicles. The in-house facilities also include 

manganese phosphating; only heat treatment is 

outsourced.

The company’s order book shows no sign of 

slowing; indeed, the workload – literally thousands 

of components each week derived from a forward 

annual order requirement – will likely further increase 

following increased defence spending. That will 

mean Directors David and Paul Body continuing to 

run their machines flat-out on long (12-hour) single 

day shifts at the 14-employee company.  

“The components we’re machining are of 

‘unforgiving’ cast steel/EN24 - high tensile and very 

tough material – so we have to be sure that every 

machine we purchase can withstand such arduous 

machining conditions on a daily basis,” says David 

Body. 

“We do not compromise at all when selecting 

a new machine; we pick the right machine with 

the appropriate specification for the job and 

not necessarily a machine with all the ‘bells 

and whistles’ (although nowadays it’s probably 

impossible to avoid those!). Likewise, the tooling 

used, mainly carbide insert tools, is the best we 

can find to suit the task in hand.”

That said, the availability of the right machine is 

often a key criteria when capacity needs to expand. 

“It’s often the case that order demand for ‘new’ 

parts can be instantly switched on, which means 

we have to be able to react quickly,” he continues. 

“This was certainly the case with the installation 

of the Hyundai-Wia L230 LMSA turn-mill centre 

which we are using for the one-hit machining of 

complex high tensile steel workpieces. From stock, 

Ward CNC was able to supply to our delivery 

deadline a machine that is equipped with C axis, 

driven tools and sub-spindle, offering all the multi-

tool turning and milling technology required to 

meet the contract demands.”

As in every case, Body Engineering looked at the 

marketplace but, says David Body, “it was clear 

that the Hyundai-Wia offered the best choice, 

especially in terms of machining flexibility since we 

wanted to use the machine in both bar-fed and 

chucking modes to suit varying batch demands 

and machining requirements, including back facing 

in a single set-up”.

With a main chuck size of 210 mm diameter and 

a bar capacity of 65 mm complementing a 45 mm 

bar capacity in the sub-spindle, the Hyundai-Wia 

L230LMSA turning centre has a swing over the 

bed of  550 mm, and a maximum turning diameter 

and length of 310 mm and 521 mm, respectively. 

The 4,000 revs/min machine (main spindle motor 

is 15/11 kW; sub-spindle is 5.5/3.7 kW) has rapid 

traverse rates up to 36 m/min, 12 tool stations 

and a driven tool motor of 3.7/2.2 kW, plus C axis 

indexing in 0.001deg steps.

Body Engineering’s latest investment acquisition 

– the Ward CNC-supplied Hartford Pro-800 

machining centre - was installed specifically to 

incorporate in-cycle what was formerly a separate 

roughing operation, to effectively reduce from four 

to three (also drilling and boring) the number of 

operations required on a certain component. 

This is a part that the company first looked at in 

prototype form 15 years ago (which gives some 

indication of the gestation period required for 

certain applications in the defence sector). 

“The machine has dramatically improved our 

efficiency on this workpiece,” says David Body.

With X, Y and Z axes of 800/1,000 mm by 510/600 

mm by 630 mm and able to accommodate loads 

up to 700 kgs, the machine’s 7.5/10 kW spindle 

motor is complemented by an ISO-40 spindle 

taper. “This is more than adequate for the series of 

roughing tasks (certainly not heavy milling) required 

on these parts.

“We generally find, however, that it is essential 

that the materials we’re handling are tackled by 

ISO-50 spindle tapers; even while we don’t take 

excessive cuts at excessive speeds and feeds, in 

the past when using machines with smaller tapers 

we’ve actually had the spindle stall during some 

operations or, indeed, actually pulled the tool out!”

The selection of Ward CNC-supplied machines 

by the BS EN ISO 9001 accredited company has 

also been influenced not only by the machines’ 

performance record but also by the high level of 

service and back up that is offered by Ward CNC. 

“We have a very good relationship with Ward 

CNC,” concludes David Body, “which is essential 

in our business, since we are running machines to 

their limits and we have to be confident that the 

machine supplier will be there for us if needed.”

Complementing the policy of continually investing 

to meet customer needs, David Body says the 

company’s preferred machinist status is also 

certainly underpinned by its maintenance of being 

able to perfectly balance the supply of high-quality 

machined components at the right price, on time 

and backed by superlative customer service. 

“We are always trying to exceed customer 

expectations – in our early days when there were 

three of four other suppliers vying for this business, 

we were able to supply components within two/

three days compared to six/eight weeks. It’s that 

type of mentality that has stood us in good stead 

over the years, backed up of course by ultra-

reliable machine tools.”

Keeping On Track
Some might say that it is not wise for a sub-contract machinist to 

put all its eggs in one basket by depending on a single customer.

Subcontracting

www.wardcnc.com



ID

Page 14  -  October  2016  -  industrialdirector.com

Opinion

However, not even this disruptive technology 

can go on ruling our lives forever; a study by 

Ericsson found that one in two people believe 

the smartphone will be obsolete in five years 

time. With tech life cycles becoming shorter, it is 

important for product designers to plan in advance 

for component obsolescence to maximise the life 

span of their products.

Here, Jonathan Wilkins, marketing director of 

industrial automation equipment supplier EU 

Automation, discusses his considerations for 

designing for obsolescence.

There are many requirements that need to be 

assessed when designing a product. The initial 

considerations in the development path are simple; 

what is the product and what is the function? 

Once the designer has established the basics, they 

can move on to material choice, manufacturing 

method, production numbers and cost forecast. A 

more difficult thing to assess is product lifecycle. 

If a designer cannot control all aspects of their 

component supply chain, obsolescence will affect 

the working life of the product.

Lifecycle is becoming an increasingly important 

factor in product design because of the increased 

speed of obsolescence by newer technologies, 

market trends and as a result of planned 

obsolescence. The life span of technology is 

shrinking and this is forcing designers to change 

products beyond their control.  

Designing for obsolescence

The challenges of obsolescence are best 

addressed at the design stage. Part of this involves 

analysing procurement information and avoiding 

the selection of parts close to obsolescence. 

Taking a strategic approach to obsolescence 

management by forecasting and planning can 

make a big difference to optimising product life 

cycle.

Manufacturers typically send out notifications such 

as product change, end of life or discontinuation, 

last time buy and last time ship notices. These 

can be used to by designers to mitigate the risk 

of obsolescence, but because the notifications are 

not always accurate or complete, this approach 

alone is not enough.

A designer can break down the bill of materials 

for analysis at component level to filter out low 

risk components and assess the risk for the 

remaining ones. This way, the designer can weigh 

up the likeliness of component obsolescence 

against the impact it will have on the product’s end 

performance. 

Some predictions say the flexibility of 3D printing 

and additive manufacturing as production methods 

could to some extent counteract the acceleration of 

obsolescence by providing companies with a more 

personalised and flexible manufacturing. NASA 

has tested 3D printing in the International Space 

Station to allow on-demand manufacturing and 

reduce the need for costly spare parts. Similarly, 

Daimlar Trucks has also announced it will use 3D 

printing to produce spare parts.

3D printing could take off as a popular way to 

replace, repair or restore obsolete or hard to source 

parts in some industries. However, for the time 

being, the technology remains cost-prohibitive and 

has significant production limitations. For obsolete 

equipment in industrial automation systems, 

obsolescence is less of a concern. A reliable third 

party supplier, such as EU Automation, can quickly 

ship replacements to keep your system running. 

It is not possible to access spare parts in the same 

way in every industry, so when designing a new 

product it is important to be proactive, flexible and 

strategic with obsolescence management. 

Design engineers should select parts and 

components with obsolescence in mind. 

Sharing information and making predictions on 

obsolescence will prove vital, as will detailed 

planning and understanding the lifecycle of 

products and systems. Using logistics, business 

forecasting and strategic planning helps 

manufacturers manage product life cycle better. 

When it comes to designing for obsolescence, 

prediction is key – what will replace the smartphone 

however, is anyone’s guess.

Designing With Obsolescence In Mind
It’s fair to say that the smartphone is to blame for many everyday technologies including 

the calculator, the torch and the camera slowly entering the realms of obsolescence.

www.euautomation.com 
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Here, the latest advances in cubic boron nitride 

(CBN) tooling are introducing special compounds, 

high efficiency coatings and new geometries to 

withstand heat, further improve surface finish and 

accommodate greater mechanical shocks such as 

those generated in interrupted cuts.  

For instance, Sumitomo Electric Hardmetal is 

introducing a ‘hybrid’ series of CBN hard turning 

inserts, new chipbreaker designs and a new range 

of micro-boring bars for holes as small as 2.5 mm 

diameter.  The new product launches add to its 

highly successful SumiBoron range of CBN tooling 

that now covers milling and end milling cutters, 

plus tools used for turning, grooving, threading and 

boring.

Both the SumiBoron hybrids, BNC2010 high 

precision grade and more general purpose 

BNC2020 feature multi-layered, heat and wear 

resistant micro-structured coatings on sintered 

CBN powder blanks with a substrate that 

incorporates a carbonitride binder.  As a result, 

these inserts demonstrate high orders of positive 

application advantages.

To further improve performance and application 

of the new grade inserts, the company has also 

developed a totally new series of ‘Break Master’ 

chipbreakers, N-FV, N-LV for finishing hardened 

steel and N-SV for improved chip control when 

removing a carburised layer.  In addition, ‘One-Use’ 

wiper edge inserts: Type WG for low feed turning 

and WH for higher feed rate applications are now 

available.

By extending CBN to micro-boring bars, the BSME 

and SEXC series are designed for ultra-small holes 

as fine as 2.5 mm diameter in hardened materials 

which can be finished bored and the also tools 

used for facing. On recent trials using SumiBoron 

BSME micro-boring bars on HRC 60 material, tool 

life was increased from 400 to 3,600 parts on CNC 

sliding head turn-mill centres and  when producing 

7.1 mm diameter holes in hardened automotive 

components, the switch to Sumitomo’s SEXC bore 

bar recorded the number of parts produced per 

insert corner increased by over 400 per cent.

Trials against more conventional coated CBN 

inserts used for hard turning of transmission shafts, 

BC2010 inserts were able to improve tool life by 

230 per cent and when BC2020 was applied for 

turning automotive constant velocity joints, which 

featured interrupted cutting in the machining cycle, 

tool life was increased by 150 per cent.

CBN has excellent hot hardness characteristics 

second only to diamond allowing it to be used at 

very high cutting speeds.  The SumiBoron material 

has substantial levels of toughness, resistance to 

the effects of thermal shock as well as chemicals.  

Now with Sumitomo firmly entrenched in the 

second generation of CBN, the material is used to 

not only machine ferrous materials, but also grey 

cast irons, challenging heat resisting super alloys 

and hard powdered metals containing tungsten 

and titanium carbide where diamond would be 

unsuitable. Indeed on cast iron, the latest CBN 

gives distinct advantages in cutting life efficiency 

with a superior finishing capability than could be 

achieved with the likes of carbide, cermets or 

ceramics.

As a result, users are now able to play the higher 

productivity advantage of single operational 

strategies on materials over 45 HRC and thus 

eliminate grinding and EDM processes, hand 

polishing and other time consuming, highly 

skill-dependent and difficult to control finishing 

processes.  Indeed, above HRC 55, CBN is the 

only cutting tool that can effectively replace the 

traditional grinding process. As a result, single 

cycle finish machining aids the reduction of 

lead times, helps control important geometric 

PRODUCTIVITY
ADVANCES

There is an ever-growing need to improve productivity, reduce 

lead times in production and an ability to respond to increased 

demands for savings when machining fully hardened steels, 

hard powder and sintered metals and heat resisting super alloys.

relationships on a component, lessens the need for 

tool change interruptions due to the extensions to 

in-cut life, reduces work handling, and aids costly 

environmental issues such as disposal of grinding 

fluids and sludge.

The hybrid, physical vapour deposition coated 

(PVD) SumiBoron BNC2010 high precision turning 

grade incorporates no fewer than seven layers of 

coating.  Three are highly secret developments 

and each is sandwiched between layers of TiCN in 

order to create high orders of integrity to the cutting 

edge and resist flank wear of the insert.  Finally, in 

order to help create the superior surface finish, the 

insert is topped with a layer of TiN.

To differentiate the use of BNC2020, the insert is 

ideal for more general applications of continuous 

cutting, light as well as heavier impact type cuts 

where a higher resistance to chipping around 

the edge of the insert is needed such as when 

interrupted cutting. The insert incorporates an 

adhesive layer to bond its tough CBN substrate to 

the outer TiAIN layer. 

The addition of the newly developed Break Master 

N-FV, N-LV and N-SV chipbreakers enable chip 

control to be improved in hardened material 

production cycles with N-FV ideal for finishing with 

up to 0.2 mm depth-of-cut.  N-LV delivers better 

performance when depths-of-cut are up to 0.3 mm 

and N-SV is targeted at the removal of carbonised 

layers on hardened as well as non-hardened parts.  

SumiBoron ‘One-Use’ Type WG and WH wiper 

inserts are primarily for continuous cutting cycles 

on hardened steel where comparable finishes to 

grinding can be achieved.  WG is used on low-feed 

rate turning applications and WH for higher speed 

continuous cutting conditions. 

The move to use CBN on micro-boring tasks 

opens new opportunities bringing consistency 

of finish and increased tool life on ultra-small 

hole machining which can be as fine as 2.5 mm 

diameter in hardened materials.  The same tool 

can be used to finish bore and face maximising 

the advantage of the tool material.  The BSME 

tool has a brazed CBN cutting edge on a carbide 

tool shank, which adds stiffness, for bore sizes 

between 2.5 mm diameter by up to 5.3 mm deep 

up to 5 mm by 20.3 mm deep.  

Meanwhile, the SEXC version utilises a two-corner, 

indexable CBN insert able to machine bores from 4 

mm diameter by 8 mm in depth, to 6 mm diameter 

by 18 mm deep. For this insert there are two 

grades of CBN available, BN2000 and BN7000, 

each with a 0.2 mm nose radii.  BN2000 has a 

honed preparation to the insert’s sharp edge while 

BN7000 maintains a normal sharp edge.

Both tool types have through tool coolant and 

each tool shank across the range can be held 

in a common 6 mm diameter sleeve with two 

clamp screws. A location dead-stop pin ensures 

repeatability when setting depths which can be 

maintained within 0.02 mm.   

Recent trials on the CNC sliding head turn-mill 

centre involved precision finish turning of a cone in 

hardened HRC 60 material using neat oil coolant.  

The brazed SumiBoron BSME tool demonstrated 

an increase in the number of components produced 

per tool to 3,600 compared to a competitor tool 

that had a recorded life that was inconsistent with 

variations between 400 and 1,500 pieces.  The 

cutting speed was 48 m/min with a feed rate of 

0.2 mm/ rev and depths-of-cut between 0.02 to 

0.05 mm.

When finish boring the 7.1 mm holes with emulsion 

coolant in hardened automotive components, the 

use of Sumitomo’s SEXC indexable insert grade 

BN2000, increased the number of parts produced 

per corner by over 400 per cent to 2,700.  Cutting 

speed was 156 m/min (7,000 revs/min) feed rate 

0.03 mm/rev with depth-of-cut, 0.10 mm.

www.sumitomotool.com

IDToolingToolingID
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CoroPlus is the umbrella name for a new platform 

of connected tools and software; essentially 

comprising technologies that can send and/or 

receive data. The concept makes it possible to 

reduce data waste and improve manufacturing 

processes, from pre- to post-machining, through 

the use of connected technology and machining 

knowledge from Sandvik Coromant.

 

“Users not only get access to Sandvik Coromant 

product and application data through connected 

software and hardware, but with sensor-equipped 

tools they can adjust, control and monitor 

machining performance in real time,” says Göran 

Näslund, Head of Digital Machining. “The entire 

machine shop can be controlled via accurate on-

site data dashboards, through the cloud and via 

integration with the user’s software and machine 

environment. CoroPlus connects into existing 

software environments through open APIs, offering 

two-way connectivity and accurate data quality.”

 

The principal benefit for production managers 

is that CoroPlus makes it possible to optimise 

manufacturing through better understanding and 

insight into what’s happening in the workshops 

and machining environment, on either a micro 

or macro level. From a CAM programmer’s 

perspective, connection with accurate tool and 

application data means that recommendations 

can be adapted to specific tasks. There are also 

advantages for operators as machining processes 

can be monitored remotely. Furthermore, specific 

sensor-equipped tools can be controlled to ensure 

that breakages are avoided and performance 

is secured, with data intelligence collected live 

throughout the machining process.

 

The offer currently comprises dashboard solutions, 

software solutions in CoroPlus ToolGuide and 

ID

Adveon™ Tool Library, as well as Silent Tools™+ 

and CoroBore®+ cutting tools and Promos 3+ 

machine monitoring IoT system.

 

“With CoroPlus we are partnering with machining 

tool builders, cloud suppliers and network 

companies,” explains Göran. “In this way we 

can help users capitalise on new technology 

developments. Our role is to increase productivity 

and flexibility through value-creating technological 

advancements in digital machining.” 

 

Ultimately, CoroPlus makes it possible for 

manufacturers to take the next step in industrial 

evolution by making use of new cyber-physical 

systems – meeting industry’s needs now and 

moving forward.

CoroPlus™ Enables Production Facilities 
To Enter Industry 4.0

Cutting tool and tooling systems specialist Sandvik Coromant has unveiled its CoroPlus™ suite of Industrial 

Internet of Things (IIOT) solutions aimed at helping manufacturers prepare for Industry 4.0. The concept is 

designed specifically to improve the control of productivity and costs through a combination of connected 

machining and access to manufacturing data and expert knowledge.

www.sandvik.coromant.com
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Indeed, according to Robb Hudson, Technology 

& Business Development Manager of Mitsui Seiki 

USA: “Such has been the level of development of 

the single platform hybrid concept that it can be 

extended in the near future to integrate further 

nozzles for laser drilling and cutting, localised heat 

treatment, specific surface cleaning operations 

for a workpiece as well as the drying of coolant 

residue.” 

Now available through 2D CNC Machinery of 

Hinckley, the Mitsui Seiki Vertex 55X-H combines 

traditional high precision Mitsui Seiki machine tool 

build technology integrated with spindle–adapted 

laser Direct Energy Deposition (DED) / power feed 

nozzles.  Said Mr Hudson: “The process is under 

full adaptive control as the workpiece is being 

produced thus ensuring that it is able to alternate 

back and forth between additive and conventional 

subtractive cutting cycles with the intended surface 

or feature being accurately maintained.” 

The combined two process system uses a common 

adaptive programming language to enable 

seamless changes between say, conventional 

machining of internal or external features on the 

workpiece, then through the toolchange magazine, 

bring into operation nozzles as well as angle heads 

to enable the most suitable rates of flow for 3-D 

printing powder to be applied.   

As a result, exact control of positioning and 

deposition of powder for 3-D printing can be 

applied through selectable laser beam profiles. 

Said Mr Hudson: “The benefits of the new highly 

productive and repeatable process is that good 

surface finish is maintained and due to the use of 

the powder bed based additive process, significant 

reductions over more traditional methods involving 

long cycle times can be achieved while preventing 

significant wastage of highly expensive materials.”

As the nozzles can be loaded into the tool 

magazine, similar to any conventional VMC, 

changes are performed automatically alongside 

normal milling and drilling tools for production 

cycles.  For example, a workpiece can be surface 

machined ready for the layering of specific materials 

or the part can be 3-D printed to completion and 

then machined in normal production cycles.

Typical examples given by 2D CNC Director David 

Holden are the repair of aerofoil parts such as high-

pressure blades, blisks and impellers typically used 

in the aerospace, power generation as well as oil 

and gas sectors.  He said: “As OEM’s and designers 

are progressively introducing super hard materials 

for their part production, hybrid technology such 

as this becomes ideal for cost-effective repairs or 

even part recovery.  This can enable a possible 

scrap component to be re-engineered and brought 

back into a serviceable condition.”

The hybrid Mitsui Seiki Vertex 55X-H machine 

range has a working envelope of 550 mm to 750 

mm in X, 600 mm to 800 mm in Y and 400 mm 

to 750 mm in Z.  Spindle speeds are available 

between 15,000 and 30,000 revs/min and the 

machine development incorporates an integrated 

coolant system to suit both wet and dry production 

cycles.

The machine design also claims an added 

advantage against other hybrid systems in that 

integrity is maintained around a common centreline 

between the positioning of each nozzle and 

the cutting tool.  This feature has the benefit of 

ensuring the highest precision (volumetric accuracy 

is claimed at sub-15 microns within the working 

envelope) and thus accommodating any number 

of changes in the operational cycle between either 

process using the adaptive nozzle and the cutting 

tool.

Mitsui Seiki Launches Vertex 55X-H Hybrid Combination
3-D Additive And Vertical Machining Centre

Using full adaptive control, Mitsui Seiki has developed a single platform hybrid vertical machining centre 

(VMC) able to create in a fully integrated cycle 3-D printed parts from scratch, add material to existing 

workpieces such as in the repair of expensive aerospace components as well as performing conventional 

subtractive cutting for material removal.

www.2DCNC.co.uk
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With headquarters in Mullingar, Co Westmeath, 

the company was one of the first manufacturers 

in Ireland to be certified by the European Aviation 

Safety Agency to make interior parts for passenger-

carrying aircraft built by Airbus, Boeing and other 

primes. It later gained EASA Part 21(G) approval 

to manufacture structural parts from metallic and 

non-metallic materials. 

The company, which is certified to the AS9100C 

quality standard for the aviation, space, and defence 

industries, is also heavily involved in supplying AOG 

(aircraft on ground), MRO (maintenance repair 

overhaul) and legacy components. Aer Lingus, BE 

Aerospace, Iceland Air, BAE Systems, Bombardier 

and Lufthansa Technik are regular customers.

Another specialism is building automated 

manufacturing lines and tooling for the 

biopharmaceutical and pharmaceutical sectors. 

Products include the latest NG range of tablet 

feeders, blister pack tooling, pharmaceutical 

packaging design, tablet and booklet feeding 

systems, bespoke wash racks for sterile fill parts 

and format change parts for solid dose blister 

packing. Customers are blue chip names within 

the industry, such as GSK, Johnson & Johnson, 

Merck, Eli Lilly and Pfizer.

TEG, which also holds ISO 9001:2008 approval, 

provides tailor made solutions and is invariably 

asked to produce relatively small quantities of 

parts and assemblies, often involving reverse 

engineering, 3D printing and non-destructive 

testing. Between 5- and 30-off is usual for aircraft 

cabin components, for example, and orders are 

rarely for more than 100-off. AOG, MRO and 

legacy parts are normally one-offs. 

On the pharmaceutic side, machinery parts are 

required in low numbers, while blister pack tooling 

in aluminium or stainless steel and the associated 

hardened steel cutting and perforating tools are 

made in ones and twos. 

When the company started investing in CNC 

machining centres, bearing in mind the relatively 

low volumes of production, importance was placed 

on speed of programming on the shop floor to 

minimise set-up times and maintain productivity. 

Hurco’s proprietary single-screen Max and twin-

screen Ultimax (now WinMax) controls were 

considered ahead of other conversational CNC 

systems on the market. 

TEG’s founder Tommy Kelly was already familiar 

with the supplier’s equipment, having used Hurco 

machining centres and lathes when he held senior 

manufacturing positions in previous companies. 

It brought him familiarity with the novel control 

technology as well as into contact with the sales 

representative in Ireland for Hurco Europe, Michael 

Gannon Machine Tools, through which the 

machines are supplied.

John Hunt, joint owner and Managing Director of 

TEG commented, “Virtually since the start, Hurco 

machine tools have been the backbone of our 

company’s growth and success.

“Our bespoke service, rapid turnaround times and competitive prices can only 

be fulfilled if the spindles on our shop floor are running for a high proportion 

of the time. 

“Hurco machines ensure that this happens. A majority of our components are 

programmed conversationally in WinMax at the controls on the shop floor and 

are into production very quickly.” 

In the case of smaller, less complicated parts, the machines can be cutting 

metal in a matter of minutes. For more complex components, entire cutting 

cycles or the more difficult elements within them are prepared off-line in one of 

TEG’s CAM systems and the program is downloaded to the controls.

Over the years, numerous Hurco 3-axis and 4-axis prismatic machining centres 

have been installed at the Mullingar factory, together with the manufacturer’s 

CNC turning equipment. TEG has a policy of regularly replacing its shop floor 

plant and early machining centres have already been superseded by three of 

Hurco’s latest i-series models, which arrived in early 2015.

Another of TEG’s commitments is to training and further education. At any 

one time, 20 staff are undergoing a four-year apprenticeship under the Irish 

government’s SOLAS scheme. In addition, employees are kept up to date 

with the latest techniques in CAD, CAM, CNC machining, surface treatments 

and assembly.

Continued Expansion
TEG, which has been producing parts for the world’s leading aircrafts since 2001, has 

progressed in recent years from a subcontract machining firm to become a multinational 

engineering services provider exporting to 35 countries, including China.

www.hurco.co.uk
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Established in 1981, the company offers two 

ranges of aqueous machines, including ultrasonic 

and spray wash models, under sole agency 

agreements with the manufacturers, Mafac and 

Elma. The headquarters of Turbex is in Alton, 

Hampshire, where demonstrations and cleaning 

trials are carried out in a well-equipped showroom 

and technology centre.

One of the company’s medical customers in the 

Midlands specialising in producing mainly stainless 

steel hospital consumables has to degrease its 

products to a high level of cleanliness and has 

chosen an automated, aqueous cleaning line from 

Turbex.

Previously, manual dip tanks and a separate oven 

were employed, requiring a full-time operator. 

The approach was costly in terms of labour and 

because all tanks were maintained at an elevated 

temperature, so energy consumption was high. To 

reduce running costs, the manufacturer decided 

to modernise the process and automate it at the 

same time. 

Turbex installed a compact, five-tank cleaning line 

with agitation, ultrasonics and filtration served by 

a gantry-mounted transporter to move baskets of 

components between the tanks under program 

control. One operator is saved per shift, as the 

person that manually prepares some components 

prior to cleaning and polishes others afterwards is 

able to operate the cleaning line as well.

The end results are better and achieve more 

consistent levels of component cleanliness, less 

rework, lower energy costs and reduced use of 

detergent.

In Germany, significant benefits in high-end 

intermediate cleaning of precision parts are 

being achieved at medical engineering company, 

Medikomp GmbH, using a Mafac KEA single-tank 

machine with rotating spray system, produced at 

the firm’s manufacturing facility in Alpirsbach.

When a medical company purchases a cleaning 

machine, the focus is primarily on cleanliness 

requirements and then on the purchase price 

and operating costs, according to Alexander 

Hörig, Head of Manufacturing at Medikomp and 

his colleague Tobias Zoller. Additionally, simple 

machine operation was important for the two 

engineers. 

The company manufactures housings and 

other products used in the medical engineering, 

pharmaceutical, and laboratory sectors as well as 

in the food industry, under compliance with strict 

regulations including the Medical Devices Act DIN 

EN ISO 13485. Components are largely stainless 

steel, aluminium, brass or cast iron in a range 

of sizes. One feature they all have in common is 

their complex geometry, sometimes with several 

undercuts and blind bores. 

The parts are cleaned after milling and deburring 

to prepare them for subsequent machining. It 

includes removal of all chips and traces of coolant 

as well as thorough drying. A pre-existing single-

tank machine from another supplier was not able 

to process the components reliably, as parts were 

often damaged during spraying, and the process 

had to be monitored constantly.

Mr Hörig commented, “As we were unable to 

meet some customers’ requirements, it caused 

problems during further processing of the cleaned 

parts. Furthermore, the long cleaning times were 

unacceptable during peak production times. 

“Parts had to be re-cleaned and sometimes the 

whole batch had to be reworked or even scrapped. 

To avoid the potential for loss and delay, one 

operator was assigned full-time to the machine 

and therefore was unable to carry out other tasks.”

Tobias Zoller said, “Overall, the cleaning process 

was severely affecting our work flow, so we started 

to look for a flexible and reliable cleaning machine 

to meet our current requirements, while offering 

easy adaptation to increase throughput and 

change applications.

The two Medikomp engineers came across 

the KEA on the Mafac stand at the parts2clean 

exhibition in nearby Stuttgart. The aqueous, single-

tank machine with its compact footprint offered 

effective cleaning, suitability for a wide range of 

applications and the ability to be integrated into the 

production environment.

Mr Hörig explained, “We immediately knew that 

this machine would allow us to concentrate on 

what is really important, our production, and give 

us leeway for future needs.” 

He said that the deciding factor in the purchase 

was the cleaning principle of the KEA, based on 

spray washing, with the basket containing the 

components and the spray nozzles rotating in 

either the same or opposite directions. It gives the 

freedom to adjust the cleaning process to suit the 

degree of contamination and the sensitivity of the 

components. 

For Medikomp, it was important that basket 

rotation can be switched off so that only the spray 

system rotates around the parts being cleaned. 

This ensures gentle cleaning of all sides of static 

components and protects the sensitive surfaces 

of the parts from damage. Mafac was the only 

manufacturer to offer this principle, according to Mr 

Zoller. Before the equipment was purchased, test 

cleaning runs were carried out in the manufacturer’s 

ID ID

Single-Source Supply Of Cleaning And 
Drying Systems For The Medical Sector

Turbex is the leading UK supplier for the sales and service of top-end, highly 

controllable cleaning equipment for washing and drying medical instruments, 

prosthetics and consumables after manufacture. 
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technical centre to find the optimum combination 

of machine and cleaning agents. 

Another benefit of the equipment is parts drying 

via a rotating hot air pulse-blowing system. For 

Medikomp, a KEA was adapted to increase the 

standard two tubes conveying hot air to include a 

third tube in the lower part of the cleaning chamber. 

The advantage is that comprehensive drying can 

be achieved within the specified TAKT time.

Acquisition of the KEA was accompanied by 

optimisation of the process sequence. Deburring, 

cleaning, and drying were combined in one line so 

that two deburring stations can use the cleaning 

machine alternately. To implement the change and 

achieve faster loading, the KEA was positioned 

in the middle of a T-shaped roller conveyor and 

equipped with an automatic lift gate. 

Mr Hörig continued, “This was MAFAC’s idea. They 

came up with it during the planning phase and it 

significantly improved our throughput time.” 

With a capacity of 320 litres and an oil separator 

with floating suction device, service life before 

having to clean down the machine has risen 

from four weeks to one year. It has minimised 

maintenance costs, while the cleaning process and 

results have improved significantly.

In conclusion Mr Zoller said, “With the Mafac KEA, 

we found a solution whereby small efforts achieve 

premium results. We are especially pleased that it 

requires so little maintenance.

“What’s more, every employee is able to operate 

the machine even though it is based on highly 

sophisticated process technology.”

The other manufacturer for which Turbex acts in 

the UK is Elma, which is well known for supplying 

modular ultrasonic systems, both standard and 

bespoke, with integrated passivation for pre-

cleaning and final cleaning of surgical instruments, 

endoscopes, implants and optics made of 

metal, ceramic and plastic. An array of handling 

equipment, accessories and chemicals is available 

and a process laboratory at the manufacturer’s 

Singen factory provides facilities for deriving 

optimal process solutions.

The high precision cleaning machine programme 

ranges from small bench-top units to multi-tank 

cleaning and drying lines with automation. A 

hallmark of Elma machines is multi-frequency 

ultrasonics, where a single transducer can generate 

two different ultrasonic frequencies. Consequently, 

dis-similar components and materials can be 

processed optimally in the same tank.

The manufacturer places emphasis on a problem-

solving approach to meet customers’ needs, 

especially for processing parts of complex 

geometry to a superior standard of cleanliness, 

complete with the requisite chemicals. 

Equipment and systems can be validated depending 

on cleaning and throughput requirements. Quality 

assurance and its documentation uses a data 

logger and system control is to the Food and Drug 

Administration’s FDA 21CFR Part 11 with audit 

trail. Support for risk analysis (FMEA) and validation 

of systems and processes (IQ & OQ) are provided.

www.turbex.co.uk
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Sawing

When things don’t go to plan, it is a poor 

workman who blames his tools. However, 

what if the tools on hand actually aren’t up to 

the job? If a company is relying on machines 

that don’t have the scope to deliver accurate 

representations of a design, businesses can 

be restricted when it comes to capitalising on 

industry demand.  That was exactly the case for  

skip and waste container manufacturer Sellers 

Containers before it met band saw specialist 

Starrett at the MACH 2016 exhibition.

Sellers was established in 1975 has gone on to 

become one of the leading skip and waste container 

manufacturers within the UK’s waste management 

industry and part of the Egbert Taylor Group. With 

an in-house design team, the company has a 

range of customisable products that go beyond 

the ordinary. While this is great for the company’s 

clients, it is not without its challenges.

A prime example of this is the design requirements 

for one of the manufacturer’s Rear End Load (REL) 

skips which calls for its lugs to be mitre cut at a 

74 degree angle. Most conventional band saw 

machines cut up to just 45 degrees, with a handful 

of machines being able to offer 60 degrees.

“We attended the MACH 2016 exhibition at the 

NEC in Birmingham with the goal of finding a 

band saw that was capable of cutting beyond 60 

degrees,” explained Phil Hadfield, manufacturing 

manager of Sellers. “We had been reliant on 

plasma cutting to manufacture this particular 

model of REL skip, a technique that is simply not 

accurate enough or fast enough to keep up with 

product demand compared to using a band saw.” 

A cut above the rest

Band saw and hand tool specialist Starrett had two 

stands at MACH 2016, one of which was entirely 

dedicated to its band saw range. It was here that 

Sellers first encountered Starrett’s S4240 semi-

automatic band saw machine. 

The biggest band saw the company stocks, the 

S4240 has been designed with a cutting arm that 

can rotate to mitre cut up to 75 degrees. 

“There is clearly demand across several 

sectors for a band saw that can cut beyond 60 

degrees,” said John Cove, marketing manager 

for Starrett. “Whether you are cutting steel 

beams for construction, fitting pipe work or even 

manufacturing skips, why should your designs 

be limited for no reason other than the fact your 

tools can’t keep up? That’s why we designed the 

S4240, to offer design engineers the freedom to 

be as creative as they like, with the knowledge that 

their specifications can be fulfilled.”

Demonstrably better

After discovering the versatile band saw at 

the MACH show, Sellers shared its design 

specifications with Starrett’s engineers. To 

demonstrate the machine’s capabilities, Starrett 

filmed the band saw cutting a steel lug to Sellers 

requirements. 

“The Starrett team were very supportive during the 

whole process,” said Hadfield. “Purchasing such a 

large machine is a big investment, so we needed to 

be sure that we could accomplish the desired cut. 

Starrett shared videos of the saw in action and sent 

samples to show that we were getting everything 

we required with the S4240. 

“It was clear immediately that this was exactly what 

we needed to get the job done. Once we’d made 

the decision to purchase the band saw we didn’t 

have to wait long before it was delivered to our 

facility in Oldham, as Starrett kept lead time short, 

so we had it in our factory within just a few days.”

Success is easy

The semi-automatic band saw is easy to install in 

any workspace, so Sellers was able to get to work 

as soon as the machine was delivered. To support 

the skip manufacturer, a Starrett engineer travelled 

from the company’s base in Jedburgh, Scotland, 

to spend the day training the Sellers team on all the 

different ways the S4240 can be used.

“The Starrett band saw is a very versatile machine,” 

Hadfield said. “The training our operatives received 

has benefitted us greatly. We were able to get to 

work immediately and get the most out of the saw 

without delay. 

“Thanks to the training and the fact that the saw 

can perform a range cuts we need for our REL 

skips and others accurately and quickly, we’ve seen 

a drastic increase in output. This is allowing us to 

capitalise on demand from the waste management 

industry by reducing our lead times.”

Sellers had seen a rise in the number of skip hire 

companies requesting the REL skips that required 

lugs to be mitre cut at a 72 degree angle. Relying on 

plasma cutting was hampering the manufacturer’s 

ability to take advantage of this, but now they are 

working with Starrett’s band saw, production is 

quick and easy. 

“We’ve been so impressed with both the machinery 

and the service from Starrett that we’re also 

exploring other saw and tool accessory products 

with the company to enhance other areas of our 

manufacturing operation,” added Hadfield.

It just goes to show that you can be the best worker 

in the world with the most creative designs, but if 

you don’t have the right tools you’re always going 

to struggle to produce a quality end product. So 

remember, the next time a project doesn’t quite go 

to plan, it might not be you, it might be your tools.

A Cut Above The Rest
Sellers Containers, part of the Egbert Taylor Group, uses Starrett’s 

unique band saw machine for extreme mitre cutting

Sawing ID

http://www.starrett.co.uk
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Coolants

As a result, of adopting Mollart Engineering’s 

recommendation to incorporate gundrilling and 

change to a single cycle method, cycle and lead 

times have been significantly reduced plus quality 

has improved by totally eliminating rejects and 

scrap due to lack of straightness which is now held 

to within 0.25 mm TIR.

As part of method improvement, not only did 

Mollart’s application engineer recommend the 

change to single cycle operation for the production 

sequence using a Botek Type 113 solid carbide 

gundrill, but also introduced Mollart’s own 

development of Spraymist system.  As a result 

more efficient chip removal was achieved from 

the drilled hole and both the drill’s guide/support 

pads and the cutting edge zone of the tool were 

lubricated.

The Integrex process involved the initial drilling of a 

pilot hole 8 mm deep to provide a ‘bush’ support 

for starting the gundrill.  The gundrill was then fed 

into the pilot hole while counter-rotating at 50 revs/

min until the drill point was within 2 mm of the 

bottom of the pilot hole ready for the Spraymist 

to be switched-on.  The spindle speed was then 

increased to 4,500 revs/min and a constant feed 

rate of 35 m/min applied to the final hole depth.  

The spindle was then stopped, the Spraymist 

closed down and the gundrill retracted.

Botek Type 113 gundrills are available between 0.7 

and 12 mm diameter and can be used for depth-

to-diameter ratios up to 80:1.  Each tool has a 

special nose grind and has a highly polished flute 

with kidney-shaped coolant channel to ensure 

maximum evacuation of chips from the cutting 

zone.

The Mollart developed Spraymist system is highly 

efficient for deep holes, using compressed airline 

pressures up to 10 bar which absorbs precisely 

timed pulsed jets of vegetable-based cutting oil 

from an integrated reservoir.  The system can be 

retrofitted to existing machine tools and to illustrate 

the increased efficiency, when a gundrill is removed 

from the component, it will be immediately cool to 

the touch.

The oil is used to lubricate the tip of the tool 

and its guide/support pads which prevents 

seizure occurring, especially in extra depth holes.  

Meanwhile the air effectively cools the cutting edge 

as well as the component and helps to force the 

swarf chips to evacuate the cutting zone through 

the vee grove in the tool.

Improving Operations
With Spraymist Coolant System

By changing from a secondary operation using conventional twist drills following pre-

turning when producing 3.2 mm diameter through coolant feed holes by 145 mm deep in 

M2 tool steel, a UK tooling manufacturer has adopted gundrilling as part of an integrated 

machining cycle on a Mazak J-200 Integrex Multi-Tasking turn-mill centre. 

www.mollart.com
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Supplier Focus

British entrepreneur Ellis Ware has always loved 

robotics, with a fascination for the creativity behind 

manufacturing. 

As a self-taught designer, Ellis has created robots 

from a young age, being a prominent name in the 

European robotics scene since his early teens. 

Throughout this time, he travelled with his parents, 

Peter and Tara across Europe in their motorhome, 

attending events and competitions to hone his 

skills and raise his profile in the sector. He now 

manages Ranglebox (www.ranglebox.com), his 

niche organisation in the robotics community, 

providing small-medium scale robotics products 

and consultancy to a variety of European clients.

He first came across Proto Labs when looking 

for local engineering companies, having been 

contacted to be a contestant on the BBC show, 

Robot Wars. Needing high specification parts, 

with very little lead time, Ellis thought his chance 

at Robot Wars was just a dream – thankfully this 

was not the case and work began to create Pulsar. 

Ellis’ ‘rebel’, Pulsar, is a 110kg fighting robot with 

attitude. His aim was to create a machine that was 

practical, yet impressive, and this is something 

he certainly achieved. With its energy-transferring 

drum flywheel and the deafening sounds it 

generates, Pulsar is not a robot to shy away into 

the crowd.

With his designs at a progressed stage, Ellis 

needed support to make his plans a reality, 

conscious of an ever looming deadline from the 

BBC. With mere days to go before needing to be 

ready for a gruelling filming schedule, the Proto 

Labs team stepped in to offer their support.

To create Pulsar, Proto Labs CNC machined a 

series of components including the wheel bearing 

holders and weapon motor mount bulkhead, both 

integral elements of the robot’s form and function. 

Three axis machining of two grades of aerospace 

aluminium were used to give Ellis the properties he 

needed - Ali 6082-T6 and Ali 7075-T6.

Less than three days after Ellis’ original order, he 

collected his parts, bolted them into the machine 

and headed to Glasgow for filming. With several 

elements left to complete on the robot upon arrival, 

it was a race against time to be ready before the 

filming and battles commenced. 

After considerable effort and very little sleep, 

Pulsar was finally complete at 3.30am on the first 

day of filming and ready to meet its competitors. 

Numerous battles ensued and the team were so 

successful as to reach the final!

Ellis knew that timing was the determining factor 

in Pulsar’s development and believed Proto Labs 

quick response time was integral in his success:

“Timing was crucial for me, I only had a few 

days to go from my designs to needing the high 

specification parts in my hand and heading up 

the motorway for filming. It was a very emotional 

process, with so many cliff-hangers, but I 

thoroughly enjoyed it, it was amazing.”

“Proto Labs really supported me throughout and 

I was so pleased to get to the arena with Pulsar 

to compete with my dream. I’m hoping to ride the 

wave after Robot Wars, and work with Proto Labs 

in my own business and maybe even in series 2!”

Drum Beats The Sounds Of Success
“If it wasn’t for Proto Labs’, I wouldn’t have 

made it to Robot Wars” – Ellis Ware

www.protolabs.co.uk
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Luren was founded in Hsinchu City in 1994 and in 

the first few years, the Taiwanese company mainly 

developed and produced high-precision gear 

cutting tools such as hobs and shaving cutters. To 

optimise the company’s production process; the 

business started to develop machine tools and the 

pertaining software. The company’s developments 

proved indispensable in the production process of 

shaving cutters include sharpening devices, gear 

grinding machines and worm grinding machines.

 

Prior to the arrival of Luren and its innovation, 

Taiwanese industry predominantly depended on 

imports when it came to gear manufacture. Due to 

the high costs and the long delivery periods, it was 

difficult for Taiwanese industry to be competitive 

in the international market. This was one of the 

reasons why Luren started manufacturing its own 

gears.

 

The Luren staff perfectly mastered the processes 

from R&D and production through to quality 

assurance. In addition, the new machine tools and 

processes offer a very good price-performance 

ratio that many Taiwanese gear producers could 

not compete with. 

 

One of the company’s objectives was to strengthen 

the worldwide market position through the 

capability and productivity of its machines and 

tools for gear production. The contact between 

Blum-Novotest and Luren was established at an 

international fair at which the German specialist for 

measuring technology had introduced its complete 

range of production metrology for machine tools 

as well as its scanning touch probe the TC76-

DIGILOG.

 

Until that time, only digital systems were used 

for measuring within the machine tools and the 

grinding centres used alternate systems to measure 

its gears. However, the digital measurements were 

very time consuming due to the many probing 

operations. So, Luren started looking for a way 

to check the workpieces faster and found the 

solution at BLUM. With its TC76-DIGILOG, 

Blum-Novotest was the first company 

to facilitate a machine-integrated 

scanning and measurement 

system for gear grinding machines.

 

The Luren grinding 

machines operated via the 

manufacturer’s proprietary 

software and this was slow 

and laborious. In particular, 

the scanning measurement was so time consuming 

that Luren developed its own measuring software 

and integrated it in its machines. From then on, 

the machines were not only to perform tactile 

measurements, but also conduct analogue scans 

on the workpiece surface. 

 

Through the scanning measurement using the 

Blum TC76-DIGILOG touch probe, the deviations 

between the actual workpiece surface and the 

CAD data are determined almost instantaneously. 

The measuring speed in this process is more than 

five times faster than with point-by-point digital 

measurement, reaching up to 1000 measured 

values per second. The high number of measured 

values makes it possible to filter out outliers by 

means of statistical analysis, which results in even more precise and reliable 

measuring results.

 

The measuring programs comprise several measuring processes used to 

determine geometric accuracy. For example, the scanning measurement of 

the gear profile and flank lines or additionally the tactile measurement of the 

tooth width can be accomplished. The measured values are acquired by the 

software and transferred to the grinding program. This guarantees complete 

process reliability. The Taiwanese company is entirely convinced of the 

scanning measurement using the TC76-DIGILOG touch probe. On the one 

hand, it can massively reduce machining time whilst also improving process 

safety.

 

This machine-integrated measurement eliminates the need to clamp and 

unclamp large components for calibration as machining errors are detected 

immediately. It is not without a reason that Luren categorises this technology 

as indispensable for competitive production. The Blum-Novotest touch probes 

have established themselves in these machines in recent years and dozens of 

the Blum systems have since been installed. This has helped Luren to increase 

brand awareness and to supply competitive machines internationally. In 

particular with respect to “Industry 4.0”, with great global demand for intelligent 

automation, the machine-integrated metrology of Blum-Novotest represents a 

real step forward and it supports Luren in its objective of worldwide expansion.

Quality 
Through Cooperation

Luren Precision Ltd. is a renowned manufacturer of gear grinding machines and cutting tools. Since 2009, the 

Taiwanese company has been using metrology technology from Blum-Novotest. The trigger for co-operation this was 

the introduction of innovative DIGILOG technology from the German metrology manufacturer.

www.blum-novotest.com

Quality & MetrologyID
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The standard options are traditional circular go / 

no-go gauges for a specific size of large spring 

or a conical step gauge rising in one millimeter 

increments for a family of smaller sizes. However, 

Redditch-based Clifford Springs has established 

a more accurate process using a Nikon Metrology 

iNEXIV VMA-4540 CNC video measuring machine, 

installed in May 2016. 

To a repeatability measured in single-figure microns, 

the optical measuring equipment automatically 

determines the length of a free-form loop of coiled 

spring to determine what its circumference will 

be when it is circular, after which dividing by pi 

produces a precise result for the diameter.

Clifford Springs now plans to use the iNEXIV VMA-

4540 to count automatically the number of coils 

per unit length of spring, looped or unwelded, 

which predicts its load deflection characteristics 

in use. Compared with the present method of 

manually counting the number of coils in a given 

length and using a formula to extrapolate the total 

number for the whole spring, the optical method 

will be more precise. 

Furthermore, measuring the angle between 

successive coils in a spring and their distance 

apart will be more accurate, as well as much faster, 

than current manual procedures using an optical 

profile projector. Another important benefit is that 

an automated system eliminates the risk of human 

error.

Managing director John Clifford commented, 

“Customers are increasingly asking for reports with 

proof of the numerical values from our inspection of 

the springs we manufacture, but only transcription 

of manually measured results was previously 

possible.

“Since May this year, the Nikon optical measuring 

machine has allowed us to print off actual readouts 

of spring diameter and soon coil count and 

geometry will be included. It has enhanced the 

perception of our metrology expertise amongst our 

customers and increased the confidence they have 

in our products and reports.”

About Clifford Springs

Established in 1946, Clifford Springs is one of only 

a handful of companies in the world that produces 

such a wide range of canted, helical, garter and 

meander springs for energising seals. Springs 

range in diameter from a few millimeters to around 

300 mm and are mainly of stainless steel, although 

carbon steel, phosphor bronze and PEEK are also 

used in the manufacture of some varieties. Half 

of production output from the Redditch factory is 

supplied as coil for the customer to process, the 

remainder being cut and welded into individual 

springs. Addition of a spring to a seal provides 

extra resistance to outward radial forces imparted 

by a fluid or gas being conveyed under pressure. 

With 60 per cent of turnover coming from selling 

springs into the global oil and gas sector, which is 

currently suffering a downturn, one would suppose 

that the company is currently going through a 

difficult period. This is not the case, however, as 

market share has been won due to the adoption 

of industry-leading production processes, from coil 

winding to welding and now to product inspection. 

Other industries in which energising seals are 

widely used include the aerospace and automotive 

sectors.

Different inspection systems investigated

Paul Thomas, development engineer at Clifford 

Springs commented, “We considered several 

alternative systems for automating the inspection 

of our springs. They included blue and white light 

scanners, but they are better for comparative 

rather than absolute measurements, and traditional 

optical profile projectors, which are too reliant on 

manual intervention.

“Tactile metrology on a coordinate measuring 

machine (CMM) was discounted, as touch-probing 

would move the spring during inspection. Trials 

were carried out using a laser scanner on a CMM, 

but the resulting point cloud gave profile data that 

was difficult to translate into a length measurement.

“So an optical video measuring system was 

really the only option and we looked at three or 

four potential suppliers. The Nikon Metrology 

iNEXIV solution was the only one that worked 

successfully and has since proved very satisfactory 

in operation.”

He went on to explain that Nikon Metrology 

helped Clifford Springs to co-develop a novel 

method for measuring a spring’s length. The 

iNEXIV’s AutoMeasure software instructs the 2D 

measuring head to follow the contour of the loop 

automatically, repeatedly reorientating itself and 

taking coordinates of points at the same height 

at intervals around the outside (or inside) of the 

spring. The operator simply has to enter the start 

point, end point and measurement pitch. 

Every measurement is taken at the peak of an 

individual coil of wire, which is automatically 

recognised, rather than in the adjacent troughs, 

so that the true outside or inside diameter of the 

spring is obtained. Between 500 and 1,000 sets of 

coordinates are captured, depending on the size 

of the spring. 

Successive points are linked around the entire 

loop to create a series of very small, straight lines 

which are added together to determine the length, 

ie circumference of the spring. To allow for the fact 

that it is the arcs between the points that should 

really be totalled, AutoMeasure introduces a small 

correction factor that increases the measured 

length to arrive at the true circumference.

Each result is not only very accurate but also highly 

repeatable. If the shape of the same loop is altered 

on the iNEXIV table and the measurements are 

taken again, the lengths recorded have consistently 

been shown to be within a few microns of each 

other.

Versatility of the iNexiv platform

The iNEXIV VMA-4540 at Clifford Springs is 

currently employed exclusively for two-dimensional 

inspection. The instrument does, however, have 

optical auto focus (AF) using the instrument’s 

generous 73.5 mm working distance, allowing 

measurement of depth. The facility is not used 

at the moment, as coil width is easily determined 

manually using a vernier caliper, but it remains a 

possibility if the manufacturer decides to increase 

the level of automation in the inspection of its 

products. 

It is possible to fit a touch probe for capturing point 

data if, for example, sloping faces or undercuts 

need to be inspected. 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, so it 

is feasible to mix optical and tactile measurements 

in the same cycle. The instrument’s versatility is 

further enhanced by a variety of illumination options 

based on episcopic, diascopic and eight-segment 

ring LEDs. Combining these enables accurate 

detection of low-contrast edges.

Process Repeatablility Within

Single-Figure Microns
How do you determine the diameter of a seal energising spring after manufacture, 

while it is still an irregular loop of coil with its ends welded together and not yet 

formed into a circle by the seal it will eventually strengthen? 

www.nikonmetrology.com

IDQuality & Metrology
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The inclinometers are used in the workshop, 

garage, and at the track, making them a key tool in 

the set up and maintenance of Carlin’s motorsport 

cars. 

Based in Surrey, Carlin is one of the largest teams 

outside Formula 1, with race experience in a variety 

of championships including British F3, Porsche 

Supercup, World Series by Nissan, Formula 

Renault 3.5, A1GP, FIA Formula 3 European 

Championship, GP3 Series and GP2 Series. 

Some of today’s most successful drivers have 

passed through the doors of Carlin, with famous 

names including F1 drivers Sebastian Vettel, Daniel 

Ricciardo, Kevin Magnussen and Daniil Kvyat.

The WYLER Clinotronic PLUS is a robust shop-

floor proof digital inclinometer with 4 machined 

faces, permitting the measurement of angles 

through 360º.  Its 3 button operation and high 

visibility display allows easy access to operating 

modes including absolute and relative modes. 

Carlin engineers regularly use WYLER Clinotronic 

PLUS inclinometers at racetracks in locations 

across the world, and up to 30 minutes before the 

cars go out on track. The inclinometers are used in 

the workshop on a daily basis for setting up surface 

tables. In this instance, the inclinometer is used in 

its absolute function to check that the surface table 

is level before work on the car commences. It is 

then used on various parts of the vehicle whist the 

car is mounted on the surface table. 

Several important criteria are measured using the 

inclinometer. Machined areas on the chassis are 

used as a reference point, where the inclinometer 

is set to its relative function in order to act as a 

guide for relative measurements. The relative 

function is also used to set the angles of the wings 

in relation to the chassis. The steering is checked; 

Carlin engineers set the inclinometer relative to the 

chassis and then place it on top of the steering 

wheel to set the angle to zero. The camber and 

caster of the wheels are also checked, ensuring the 

correct wheel alignment of the vehicles.

Carlin engineers use the Clinotronic inclinometer 

at the race track to establish a level patch for 

any adjustments and maintenance to vehicles as 

required. In this instance, it is used in its absolute 

function to ensure that the patch is completely flat. 

If a car crashes, or if a driver is struggling with a 

set up issue and the car needs to be adjusted, the 

patch can be used as a level base to ensure all 

measurements are accurate.

Carlin also uses a Clinotronic inclinometer to set up 

scale versions of cars in their offsite wind tunnel, 

allowing engineers to measure the downforce and 

drag of the car in a controlled environment.

F3 Chief Mechanic Ian Grant said: “The Clinotronic 

is very versatile; we use it in a variety of ways both 

in the set up garage and out on the circuit. For 

such a small piece of kit it is actually very important! 

It’s obviously absolutely vital that the guys have the 

cars set up perfectly. Any discrepancies with regard 

to angles on various parts of the car can affect 

speed and the efficiency of the braking system, so 

the inclinometer is an incredibly important tool for 

us. We rely heavily on it and place our trust in it.”

“The WYLER is used a bit more on F3 vehicles 

than other teams. This is because a lot of the other 

teams have a fixed wing angle requirement, as well 

as various standard measurements that need to 

be met. F3, on the other hand, is a championship 

where we have the flexibility to make more of our 

own components. For example, we are allowed 

to set our own angles for the front wheel blanks 

and the rear wings. Over a race weekend, the 

inclinometer is used to check that these have 

remained at a consistent level.”

F3 Engineer at Carlin, Jimmy Goodwin added: “The 

Clinotronic PLUS is very accurate. We’ve been 

using it since 2000; it’s been used on every car 

that has won a race that we’ve competed in; which 

includes, to date; 329 wins and 814 podiums!”

Carlin Motorsport Keeps A Level Head
Bowers Group has supplied Carlin, a professional motor 
racing team, with several WYLER Clinotronic PLUS 
Digital Inclinometers.

www.bowersgroup.co.uk 
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Centralising stock improves business efficiency 

and also increases customer delivery, as Managing 

Director, Neil Moseley, explains: “Hasco currently 

has 100,000 live products, and as product ranges 

are extended and new products are introduced 

this number will grow further. Achieving effective 

delivery to meet customers’ demands requires 

stock, and this strategic change creates around 

30 times more product availability than we could 

previously accomplish. It means that for any quotes 

we prepare the items on the BOM (bill of materials) 

are available more than 99 per cent of the time.”

Via Hasco’s logistics partners delivery is next day 

for parts up to 30 kg and just 2 to 3 days for pallet 

delivery of heavier items. “Standard delivery is 

free of charge and we offer a competitively priced 

express service that uses ‘fast track’ air freight 

through customs and security to expedite delivery,” 

Neil Moseley says.

The enterprise-wide SAP software is also set to 

benefit customers. It supports the  web-based 

HASCO portal for optimised quotation and 

ordering as an ultra-fast response to customer 

enquiries seven days a week. “Hasco staff have 

direct SAP access, so they have a ‘live’ overview 

of the stock levels and availability of all products,” 

Neil Moseley states. “The easy-to-use portal 

provides the customer with purchase history and 

a clear price for all Hasco products – with the free 

standard delivery the onscreen price is what would 

be charged. Feedback from customers already 

using the portal is very positive; they say it is just 

like using Amazon.” 

With its warehouse function relocated the company 

will also move its UK operation, but only a few miles 

up the road. From September 2016, Hasco will 

operate from the impressive iCon Environmental 

Innovation Centre, Daventry. Designed as a beacon 

for environmental innovation in the UK, the building 

is focused on green technologies and sustainable 

construction.  

Hasco will base its UK sales and technical support 

services in the award winning building that also 

includes a conference centre, a range of meeting 

rooms, exhibition space and onsite catering 

facilities. “With the office ideally sized to meet our 

needs the move also offers us a number of other 

benefits,” Neil Moseley says. “The layout is more 

conducive to staff interaction and the low-carbon 

design of the iCon Centre show we are taking the 

environmental impact of our business seriously.”

He concludes: “We appreciate our customers want 

availability, speed of delivery and choice. Hasco is 

now better equipped to meet all these goals, with 

the same UK team providing the knowledge and 

product support the industry has come to expect.” 

Central Intelligence
Benefits From HASCO

Following a significant investment programme by Hasco in its facilities at Luedenscheid, Germany 

and the implementation of SAP enterprise management software across its global operations, Hasco 

UK has recently relocated its warehousing to the company’s central storage operation, aligning its 

operational practices with its sister companies across Europe.

Above: Hasco UK will be located at the 

award-winning iCon Innovation Centre, 

Daventry, from September 2016

www.hasco.com/gb
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Dr Hohnhaus, Bystronic recently launched the 

ByStar Fiber laser cutting system. How much 

Industry 4.0 is packed into this product?

The ByStar Fiber is Industry 4.0-ready. Our latest 

fiber laser is based on a completely new control 

system, enabling the cutting processes on the 

machine to be measured and analysed using a 

new sensor technology. This provides us with data 

that will help us make laser cutting intelligent.

How long has Bystronic been involved in 

Industry 4.0?

Since 2010. At that time, the term Industry 4.0 

had not yet been coined. Back then, we asked 

ourselves: Which Internet technologies must we 

integrate into our machines? And what will these 

technologies enable our customers to achieve in 

the future?

And what was the conclusion you came to?

The first product that was developed based on 

these considerations was the Observer. Today, it 

enables our customers to use their smartphone 

and tablet to access the status of their cutting and 

bending machines at any time and regardless of 

location.

At that time, where did the impetus to become 

involved in Internet technologies come from?

It was triggered by the fact that everyone was 

already using smartphones and digital applications 

in their private life. There was little doubt about the 

benefits of these solutions. So it was only logical to 

start thinking about how to transfer these benefits 

to industrial sheet metal processing.

In the media, Industry 4.0 is currently a much-

discussed topic. There are many different 

interpretations of it. What exactly does 

Bystronic understand by Industry 4.0?

The goal of Industry 4.0 is the digital penetration 

of industrial business fields in order to improve the 

efficiency of production processes. In our case, 

we are talking about sheet metal processing. 

People, machines and manufactured parts that are 

involved in this process all become interlinked. An 

additional factor apart from this interconnection is 

artificial intelligence. This allows intelligent networks 

to be created within which machines will learn 

and optimise themselves in the future. Humans 

participate in these networks. This allows them to 

access information about their machines and parts 

regardless of time and location, assess situations, 

and intervene where necessary.

Does this mean that these networks create 

greater transparency?

Precisely. With Industry 4.0, customers receive 

more transparency regarding their production 

processes. They see when and where their orders 

are being processed and how far their production 

parts have progressed. Another benefit of Industry 

4.0 is increased flexibility. In addition to enabling the 

production of large series of identical parts, Industry 

4.0 allows customers to manufacture small batch 

sizes in a very short time. In the future, in addition 

to mass products, this will enable individual parts 

and small series to be produced at competitive 

prices. Intelligent system support makes it much 

simpler to adapt workflows and thus to respond 

more rapidly to the customers’ requirements.

Industry 4.0 comprises various aspects. Where 

is Bystronic setting priorities?

I see four areas of focus. The first is automation, 

which will be augmented with artificial intelligence. 

The next step is the interconnection of the intelligent 

machines with the production parts to form a 

digitally integrated factory, the “smart factory”. The 

third area is big data. That is, the question of how 

we can ensure the secure handling and meaningful 

analysis of data. The fourth topic are new service 

solutions, which are made possible through the 

advanced data analysis possibilities.

What opportunities does this open up for the 

customers’ processes?

In the future, our customers will be able to examine 

their entire process chain before production 

begins, for example. Production planning and 

control systems provide them with support when 

scheduling jobs and coordinating their resources 

accordingly. In addition, simulations help them 

analyse the planned processes before they are 

carried out.

Is the aim of Industry 4.0 exclusively about 

building a smart factory, or are selective 

individual solutions for users also feasible?

With Industry 4.0 we are currently in an evolution 

process. This means that the development of new 

solutions is taking place gradually. For the user, the 

first step is to install machines that are ready for a 

digital network. This makes it possible to integrate 

a variety of software solutions, depending on the 

customer’s requirements. These can be expanded 

on a step-by-step basis, like pieces of a puzzle, 

which, when put together, result in the complete 

picture – the smart factory. An example of a 

solution that offers an entry to increased process 

transparency is the Observer.

Where does Industry 4.0 begin for Bystronic 

customers?

It already begins when our customers prepare an 

offer for their customers in order to tender for an 

order. A successful offer requires a lot of know-

how. Imagine your company receives an invitation 

to tender. You have received a sample part or a 

drawing. Now, what is important is to quickly 

assess: Which process steps are necessary? How 

long will it take to manufacture the part? And what 

price can you offer?

What solutions does Bystronic already offer in 

order to support customers with the preparation 

of offers?

Today we are already able to simulate the process 

costs and manufacturing time of parts. This enables 

our customers to define the costs for an order in 

advance, which they can use to prepare the offer. 

In the future, we want to process this simulation 

data in digital form in order to subsequently 

automatically generate an offer. This will make our 

customers’ offer process even faster.

Okay, let’s assume the customer is awarded the 

order. What happens next?

The next step is preparing to cut the ordered parts 

out of a metal sheet as efficiently as possible. 

Bystronic offers a unique cloud service for this, 

ByOptimizer, which groups the parts that are to 

be cut on the metal sheet in space-saving nest 

and plans the optimal cutting strategy in order to 

process the parts in as little time as possible. This 

service is available as a subscription that can be 

adapted to the customer’s cutting requirements.

Now we are in the middle of the cutting process. 

What, in terms of laser cutting, is now possible 

that was not before the advent of Industry 4.0?

For the time being, the actual cutting process will 

not change, but all the data that is generated during 

the cutting process on a laser cutting system can 

now be analysed. It allows customers to see if their 

machine is working optimally or not. If the cutting 

quality changes, they can immediately identify the 

cause. This is a new development.

The customer’s parts have been cut. The 

next step is bending. What innovations does 

Bystronic offer here?

We are currently transferring the Detection Eye 

function, which we have already successfully 

implemented on our laser cutting systems, to 

bending. This function recognises the tools in the 

press brake’s upper beam. It detects whether 

the operator has selected the correct tools and 

whether they have been inserted properly. If not, 

the function displays a message and suggests 

what corrections the operator must carry out.

Is there a strong demand amongst customers 

for this function?

Absolutely. Our new system simplifies the 

operator’s work and prevents errors during the 

bending process. Already before the bending 

process begins, this function identifies potential 

errors and prevents incorrectly bent parts and 

damaged tools.

Let us look ahead a little. How will Bystronic’s 

solutions change over the foreseeable future?

In addition to supplying machine tools, we 

are increasingly transforming into a service 

provider. This means that we are taking the path 

towards delivering an intelligent process. The 

transformation has already started, for example 

with the ByOptimizer, Observer, and other 

software solutions. These services complement 

our customers’ workflows and expand the 

performance spectrum of our machines.

Will there be radically new types of products in 

the future?

The greatest potential for new products lies in the 

field of software. In the future, laser cutting systems 

will autonomously monitor and control themselves. 

We have already taken the first step in this direction 

by making our latest products Industry 4.0-ready. 

Next, we will introduce intelligent functions into the 

process by means of software applications.

On which of the customers’ operations will this 

have the greatest impact?

Their logistics and order management in the back 

office will experience the greatest changes. Thanks 

to digital solutions, the workflows in these areas will 

become more transparent, more predictable, and 

thus also leaner. This will enable our customers to 

avoid unnecessary process steps in the future. 

To conclude, at EuroBLECH 2016 there will be a 

strong focus on the topic of Industry 4.0. What 

can customers expect from Bystronic?

This year at EuroBLECH, Bystronic will unveil 

something unique that focusses fully on Industry 

4.0. We are not talking about isolated solutions: 

we will present our customers an interlinked, 

intelligent overall solution for successful sheet 

metal processing.

On The Subject Of Industry 4.0
Dr Jürgen Hohnhaus, Bystronic’s 
Head of Development

www. bystronic.com
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NEC Birmingham, 2nd & 3rd November

ADVANCED 
ENGINEERING 
2016
It’s back, the UK’s largest dedicated advanced engineering event. Advanced Engineering exhibition 

will return to the NEC between 2nd and 3rd November 2016, this year with the launch of the Enabling 

Innovation hub, in partnership with Magna International. The hub provides a free opportunity for 

20 SMEs and innovators to show case their latest concepts, products and processes to potential 

partners, investors and buyers from the industry.

While specifically focusing on aerospace and 

composite materials, Rainford Precision will also 

offer live demonstrations of how to get the best out 

of your small cutting tool machining operations on 

Stand L1.

For machining centre operations Rainford 

Precision can now offer the renowned Air Turbine 

Spindles® with spindle speeds varying from 

25,000 to 90,000rpm and a variety of different 

shanks available including cylindrical, BT, CAT and 

HSK. Being air driven, the spindles can easily be 

integrated into an automatic tool change system 

allowing the customer a wide scope of when and 

how the spindles are used. Importantly the air 

driven spindle offers constant power and no drop 

off in spindle speed experienced by other high 

speed spindles.

Complementing the machining centre spindles are 

hand held units for de-burring and polishing as 

well as spindles for automation systems (robotics) 

and lathes. Visitors will be able to check the noise 

volume level, which are always a popular question 

as well as the impressive lack of vibration in the 

hand held units.

 

Rainford Precision will be demonstrating 

tooling diameter uniqueness compared to their 

competition with a range of diamond tools from 

0.5mm diameter for drills and endmills. These tools 

have been used by a number of composite watch 

manufacturers for some years.

 

Similarly, Rainford are introducing material specific 

EXPERT tooling brochures for titanium, stainless 

steel and aluminium from the Swiss supplier Louis 

Belet. The cutting tools offered in the brochures 

have had their geometries refined over the years 

by Louis Belet’s experience in supplying the high 

volume precision industries in Switzerland. Within 

each brochure are endmills, drills, slitting saws, 

threading and engraving tools with diameter 

sizes starting at 0.3mm. With Rainford Precision’s 

specialised knowledge in using small cutting tools 

and drilling holes a visit to Stand L1 with give the 

visitor new and interesting information and help 

develop thoughts for different machining strategies.

Rainford Precision Goes Live
Rainford Precision will be bringing new ideas and solutions in 

cutting tool technology to the Advanced Engineering show.

www.rainfordprecision.com

As a leading supplier to the aerospace industry and 

composite machining sectors, ITC’s latest range of 

PCD and diamond coated cutting tool innovations 

will be featured with significant discounts and 

promotional offers. ITC has a rich history in 

developing tools for the aerospace sector, supplying 

PCD and diamond coated development tools for 

some of the UK’s largest ever aerospace programs 

- this expertise will be on show at Advanced 

Engineering.

On stand M3, ITC will be emphasising the success 

of PCD end mills such as the 2111 Cyber Series 

with some very enticing promo offers. Alongside 

the 2111 Series will be the extremely popular 2151 

Cyber Series of square end cutters with the option 

of numerous corner radius geometries and the 2071 

Cyber Series of solid carbide diamond coated tools. 

Available in diameters from 6 to 12mm with corner 

radii from 0.2mm to 3mm, the two flute tools are 

also offered with a four flute option. For processing 

CFRP structures, ITC will have its cross cut diamond 

coated routers on show. Like all ITC tools, this 9001 

Cyber Series range is manufactured in the UK and 

available off-the-shelf in diameters from 3 to 12mm.

As if the ITC diamond and PCD tooling offers weren’t 

enough, the Tamworth manufacturer is also running 

a parallel promotion on the BIG KAISER product 

range. The offer on the BIG KAISER range gives 

show visitors the opportunity to try the BIG PLUS 

system with the Hi-Power Milling Chuck promotion. 

Regarded as the ‘world’s most rigid dual contact 

spindle system’, the BIG KAISER offer is backed by 

a money back guarantee if the product doesn’t out-

perform your existing system. With an offer like this, 

you’d be foolish not to visit the ITC stand.

In addition to the BIG KAISER power chuck 

promotion and product line-up, ITC will be drawing 

show visitors attention to the publication of the new 

Widia Master catalogue. The 2017 edition of the 

Widia Master catalogue is packed with over 2000 

pages of cutting tool innovations. 

Irresistible Promo Offers

Industrial Tooling Corporation (ITC) will be 

giving show visitors an early Christmas present 

with huge discounts planned for the event.

www.itc-ltd.co.uk

ID Exhibition Preview

The WNT range for the aerospace sector covers 

the machining of all materials from light alloy, 

through heat resistant super alloys to composites, 

with multiple choices available to suit every 

machining application from roughing through to 

fine finishing and from drilling, turning and milling 

with either HSS, solid carbide or indexable insert 

cutters to choose from. That selection process can 

be simplified by working alongside WNT’s team of 

Technical Sales Engineers and the recently formed 

Applications Sales Team, the latter being available 

to work on specific projects with customers to 

maximise productivity, through h best practice and 

optimum tooling choices. 

“Advanced Engineering is the perfect place to meet 

and discuss the developments in machining. Our 

industry is constantly evolving and the combination 

of new cutting tool technology combined with 

machining advice based 

on real-life experience is 

where we feel that WNT 

can make a difference 

to the productivity of our 

customers. The benefits 

that correctly applied 

cutting tool technology can bring in terms of 

reduced cycle times and product quality can 

play a vital role in businesses improving their 

bottom line. Innovative cutting tool products, 

such as the WTX-Ti drills, HPC-Ti indexable 

insert milling cutters and our composite tooling 

range can significantly reduce machining 

costs,” says Glenn Stanton, Sales Manager, 

WNT (UK).

WNT Highlights Aerospace Expertise
In addition to a display of its extensive range of cutting tools for the general engineering 

sector, WNT (UK) will take advantage of its attendance at the Advanced Engineering 

show (stand N22) to highlight its extensive selection of cutters designed specifically 

with aerospace in mind, as well as the high level of technical support that it can provide.

XYZ Machine Tools have supplied some 

of the UK’s leading manufacturers with 

machine tool technology.

www.wnt.com

www.xyzmachinetools.com

These customers cover the entire spectrum of what 

can be described as advanced manufacturing, 

including leading lights in formula one, aerospace, 

power generation, defence and electronics sector. 

Its success across all of these industries is down to 

its diverse range of machines and the ease of use 

and versatility that they provide.

This will all be highlighted at Advanced Engineering 

(stand C1) 

At Advanced Engineering XYZ will have on display 

a selection of machines to include its ever popular 

ProtoTRAK controlled lathes and mills, the innovative 

XYZ 2-OP portable vertical machining centre and 

the Siemens controlled XYZ CT52 turning centre 

and XYZ 710 VMC vertical machining centre. 

The machines exhibited with the class-leading 

ProtoTRAK control system are the XYZ SMX 3500 

bed mill, XYZ SLX 355 lathe and the XYZ 2-OP 

vertical machining centre. ProtoTRAK is a highly 

versatile control system that belies its simplicity by 

being able to produce complex components, 

programmed in a very short space of time, 

without years of experience. Its intuitive 

conversational interface makes programming 

shapes and forms in either two or three axes 

straightforward. The speed at which it can be 

programmed makes a ProtoTRAK controlled 

machine ideal for one-off and prototype work, 

as well as ongoing small to medium size batch 

production. Beyond the control the XYZ bed 

mill and SLX lathe ranges provide a robust 

machining platform with solid Meehanite cast 

bases, Turcite-B coated bedways on the mills, 

and extra wide vee and flat bedways on the 

SLX lathes.

XYZ Simplicity
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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.

Our aero engine technology & service networks are always evolving to 

meet the our #aerospace customers needs http://po.st/xIa1Vn 

Our #OilMistCollectors are trusted by world leading 

#manufacturers to effectively remove harmful #OilMist from 

workplace air #ExportisGreat

MIM member @wmgwarwick kick starts its #leadership 

programme again in October, sign up via http://bit.ly/1lMowNA 

Last month we announced the date of our 2017 annual 

conference – 10th May 2017 at WMG. Get it in your diary - 

http://ow.ly/sV2V303Kwag 

Guest speakers announced at GTMA Manufacturing & Measurement 

Event in Sheffield on 13th October. Free to attend, http://bit.ly/2cZU32k 

@RollsRoyce

@FiltermistUK

@madeinthemids

@compositesuk

@gtma1
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