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As part of its strategic drive to infiltrate 

the aerospace market and introduce 

the aviation sector to its innovative 

cutting tool solutions, Tungaloy 

UK has joined both the Midlands 

Aerospace Alliance (MAA) and the 

West of England Aerospace Forum 

(WEAF).

As proud members of both the WEAF 

Aerospace & Defence Networking 

Group (www.weaf.co.uk) and 

the Midlands Aerospace Alliance 

(www.midlandsaerospace.org.uk), 

Tungaloy will be actively participating 

in events and collaborative projects 

to further raise awareness of the 

Japanese cutting tool brand. 

Commenting upon joining WEAF and 

the MAA, Tungaloy UK Managing 

Director, Mr Rob Werhun says: 

“Tungaloy has an exceptional 

reputation and track record in the 

global aerospace industry and this is 

lesser known in the UK. By joining the 

Midlands Aerospace Alliance and the 

West of England Aerospace Forum, 

we are making a concerted effort 

to introduce everyone from small 

subcontractors through to OEMs to 

the Tungaloy solutions for turning, 

milling, drilling and grooving, which 

are particularly vital to aerospace 

manufacturers in their pursuit of 

quality, performance, and innovation.”

www.tungaloy.com/uk

A new key management role has 

been set up for customer support 

and after sales communications with 

the appointment of Joe Brannigan 

as Post-Sales Manager at Citizen 

Machinery UK (CMUK).

Mr Brannigan 52, brings 13 years of 

machine tool experience in post-sales 

and installation management plus 

four recent years in the demanding 

motor sport sector as manufacturing 

maintenance manager before joining 

CMUK.

He maintains the appointment of 

Joe Brannigan is important as it 

brings a level of expertise from both 

sides of machine tool supplier and 

user experience. This will not only 

provide additional customer support 

following the sales decision, but also 

follow through co-ordinating standard 

proven procedures plus support for 

any additional actions that may be 

required.

Mr Brannigan will be field-based 

to service UK and Irish customers 

from point-of-sale through to final 

commissioning and acceptance.  He 

will be heavily involved in relaying 

customer needs back in-house and 

co-ordinating any activities required. 

www.citizenmachinery.co.uk

Vero Software have appointed 

Carmen Seitan as a Technical 

Support Engineer for Alphacam.

Carmen brings ten years 

experience of customer services 

and support in the engineering 

industry to her new role, including 

working for an Alphacam 

distributor. She has also worked 

for a CAD company supporting 

and training customers throughout 

Europe.

Based at the Reading office, she 

will assist Alphacam users at a 

time when the software’s direct 

customer base and reseller 

network are both growing.

Alphacam Support and Services 

Manager Marie Cassidy says: 

“Carmen’s extensive experience 

both in customer service and 

support in general, and her 

knowledge of Alphacam in 

particular…along with a Masters 

Degree in Industry Engineering…

means she’ll hit the ground running 

when it comes to giving technical 

advice to customers.”     

www.alphacam.com

STUDER is expanding its product 

portfolio and bringing a new machine 

series to the market – the favorit. 

With centre distances of 400, 650, 

1000 and 1600 mm, the favorit line is 

suitable for short to long workpieces 

and can be used universally. It 

comes in a completely new design 

and scores especially with its price-

performance ratio.

This CNC universal cylindrical 

grinding machine is designed for 

grinding in individual and batch 

production and can be automated. It 

can subsequently be easily adapted 

to other grind-ing tasks using various 

accessory kits such as in-process 

gauging, balancing system, con-tact 

detection and length positioning.

The favorit is a very cost-effective 

machine. As with all STUDER 

cylindrical grinding ma-chines, the 

proven solid Granitan® machine 

base ensures the highest precision, 

performance and reliability. The full 

enclosure ensures an optimal view 

of the grinding process. The wheel-

head, which can be automatically 

positioned every 3°, can take one belt-

driven external and internal grinding 

spindle respectively. 

The practical STUDER grinding 

software with its proven 

StuderPictogramming means that 

even less experienced users can 

quickly and practically program 

grinding and dressing cy-cles. 

www.studer.com

Geo Kingsbury Machine Tools 

Ltd, which until recently was best 

known as Geo Kingsbury, will with 

immediate effect trade under the 

name Kingsbury. The company is 

sole agent in the UK and Ireland, 

and more recently in the Gulf 

Cooperation Council countries, 

for a range of prestigious German 

machining centre and lathe 

builders as well as for a French 

additive manufacturing machine 

producer.

Managing director Richard 

Kingsbury commented, “We 

wanted uniformity in the way we are 

perceived by industry throughout 

the country’s into which we sell.

“Geo was well known as a short 

form of the name George in the 

1950s when our company was 

formed, but the abbreviation is 

little understood today.

“Customers and even our own 

staff were using a range of names 

for us, such as Geo Kingsbury, 

George Kingsbury, GK and GKMT. 

So to ensure everyone calls us by 

the same name and that we are 

recognised in the marketplace as 

a consistent brand.”

The new name and livery are now 

evident across all of Kingsbury’s 

promotional material, website 

and social media platforms. 

Additionally, the website address 

has changed to:

www.kingsburyuk.com

The Hilma division of German 

workholding specialist, Roemheld, 

has entered into a 50:50 joint 

venture (JV) with long-term co-

operation partner, Rivi Magnetics, 

Sassuolo, Italy. The JV company, 

Roemheld Rivi GmbH based in 

Hilchenbach, Germany, intends to 

leverage both partners’ expertise 

to develop new applications for 

magnetic clamping technology 

and penetrate global markets 

more comprehensively.

Dual leadership of Roemheld Rivi 

is in the hands of Hans-Joachim 

Molka from the Roemheld 

management team, responsible 

for commercial matters and Davide 

Rivi, owner of Rivi Magnetics Srl, 

who is responsible for research 

and development.

Mr Molka commented, “We see 

a number of new opportunities 

in specific sectors in the coming 

years: drives for electromobility, 

3D printing applications, locking 

mechanisms for rotors in wind 

turbines, and robotic assembly 

and handling. Magnetic clamping 

is aimed at customers working in 

the supply chains to these sectors, 

as well as at those looking for a 

partner for the implementation of 

Industry 4.0. “

www.roemheld.co.uk

FANUC has extended its popular 

range of Selective Compliance 

Assembly (SCARA) robots to include 

a model capable of processing parts 

weighing up to 6kg. 

The SR-6iA is ideally suited for a 

variety of applications within a circular 

working envelope, including fast 

automated assembly, testing and 

inspection, packaging, and material 

handling. It is FANUC’s largest SCARA 

robot to date, with a horizonal reach 

of 650mm and a vertical stroke of 

210mm; while its high inertia capacity 

allows it to handle larger workpieces 

up to 6kg.

As with other models in the range, the 

SR-6iA benefits from an ultra-compact 

footprint (180 x 258mm) to avoid 

interference with peripheral devices. 

Its lightweight design – coupled with 

integral air lines, 24VDC power and 

I/O signal cables, as well as optional 

solenoid valves –enables easy system 

integration and continuous fast 

operation.

For those new to automation, the 

robot is simple to program via the 

intuitive iRProgrammer, which can be 

accessed remotely via a PC or tablet. 

http://www.fanuc.eu/uk/en/robots/

robot-filter-page/scara-series

Joint venture promotes 
high-temperature magnetic clamping

New trading name

New Technical Support Engineer 
For Alphacam

Tungaloy Joins the WEAF and MAA

The new STUDER favorit

FANUC adds to SCARA materials 
handling robot rangeJoe Brannigan Appointed By 

Citizen Machinery
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Fritz Studer AG, wins a user 

satisfaction award in China. This 

prize was awarded by the “AI 

Automobile Production” magazine 

during the Chinese Engineering 

Fair CIMES in Beijing. In total, 38 

products and solutions for the 

automotive industry won awards.

Which products are particularly 

innovative? Which solutions are 

smart? Which machines reli-

able? Renowned users of the 

automotive and supplier industry 

were able to give their favour-ites 

a vote. The “AI User Satisfaction 

Award” is awarded every two 

years by the Trade Mag-azine 

“AI Automobile Production”. This 

summer, 38 products used in 

vehicle technology achieved an 

award. This includes the solution 

for precise grinding of CVT shafts 

and pulleys on the STUDER S41. 

The machine can be equipped 

with grinding wheels for external 

and internal cylindrical grinding. 

A self-developed groove-grinding 

unit, as well as a CNC-controlled 

Y-axis allow the machining of all 

ground surfaces in one clamping. 

With the combination of In- and 

Post-process measuring, high 

precision with no scrap parts can 

be achieved.  Fit for In-dustry 4.0: 

The STUDER software for an MES 

system realizes real-time process 

monitoring and ensures complete 

traceability of all workpieces. 

www.studer.com

Anthony Westwood has been 

appointed technical sales 

engineer for Mollart Engineering 

covering England and Wales as 

the Chessington, Surrey based 

company further expands its sub-

contract and tooling operations.  

As part of his responsibility he will 

also provide customer support to 

the deep hole drilling and honing 

machine sales operations in the 

area.

Managing Director, Ian Petitt 

commented: “Anthony brings a 

strong commercial background 

to our sales team having been 

previously involved in industrial 

product sales for a European 

based company.”

Mr Westwood is apprentice served 

and is based in Doncaster.  His 

location will provide easy access 

to support Mollart’s existing 

customer base for sub-contract 

machining, assembly and tool 

supply.  This will be in particular 

to the north and Midlands areas 

for oil and gas, fluid power and 

hydraulics, sub-sea, defence, 

automotive and medical as well 

as general engineering.  He is also 

targeted to draw in new customers 

and potential new sectors able 

to benefit from Mollart’s growing 

specialist capability.

www.mollart.com

Starrag UK has joined MIM, the 

influential peer group for MDs 

and CEOs of manufacturing 

and engineering firms in the 

Midlands. The Birmingham-based 

company – which offers innovative 

machining solutions from its 

product ranges of Berthiez, 

Bumotec, Dörries, Droop+Rein, 

Ecospeed, Heckert, Scharmann, 

SIP, Starrag and TTL -   says joining 

MIM will not only reinforce its 

solid reputation in the aerospace 

and automotive sectors but also 

build on its continuing success in 

general industrial markets.

Lee Scott, Starrag UK’s Director 

for Sales and Applications says: 

“Underpinned by a constant 

development programme 

for machines and software, 

especially now with the cost-

competitive Heckert range of HEC 

horizontal machining centres, 

Starrag UK is ideally placed to 

meet the demands of companies 

of every size throughout supply 

chains in all industry sectors.”

He adds: “We work closely with 

every customer to develop 

tailored but cost-effective 

machining solutions and we 

look forward to demonstrating 

this prowess through our MIM 

membership.”

www.starrag.com

Low Frequency Vibration (LFV) 

machining technology will be an 

important theme to customers at 

Citizen Machinery UK’s Annual 

Open House event being staged 

at the UK headquarters in Bushey 

between 16 and 18 October.  

Amongst the 16 machines on 

view will be the UK launch of 

the LFV versions of the Citizen 

Cincom L32-VlllLFV sliding head 

turn-mill centre and the Miyano 

BNA-42GTYLFV sliding headstock 

turning centre.

In addition, Citizen will be 

demonstrating 5-axis machining 

technology on the latest Cincom 

D25-Vlll sliding head turn-mill 

centre using the ground breaking 

latest Mitsubishi 800, a true 5-axis 

simultaneous machining control 

platform combined with Citizen’s 

Cincom operating system.

As part of Citizen’s progressive 

introduction of feeding the 

patented LFV technology across 

its range of Citizen and Miyano 

machines, the L32-VlllLFV 

and Miyano BNA-42GTYLFV’s 

have been eagerly awaited to 

provide major advantages from 

programmable control of chip 

size on larger capacity machines 

from both stables.

A further 18 companies will be 

supporting the Open House 

event covering CADCAM, tooling, 

quality, materials and machine 

accessories.

While Citizen Machinery UK has 

an open invitation to all, in order to 

help with catering, those wishing 

to attend are able to register 

online at citizenmachinery.co.uk/

open.house.event or telephone: 

01923 691500.

Walter GB has announced that its new 

WEP10 cermet indexable insert offers 

two major advantages over coated 

carbide inserts for finish turning: 

double the tool life; and no fluctuation 

in dimensional wear which minimises 

the need for re-adjustment - for 

example, when making modifications 

to the component. 

Made from an extremely fine-grained 

substrate on a TiCN/CN base with an 

Ni/Co binder, the benefits are a result 

of the insert’s highly wear-resistant 

multi-layer coating. 

In addition, a special edge preparation 

on the cermet grade produces a 

‘glossy’ finished surface – at high 

and low cutting speeds – and this 

premium finish is particularly desirable 

for components that are visible, such 

as those used in car interiors, for 

which a good surface value alone isn’t 

enough. 

WEP10 is suitable for stainless 

steels and cast iron as well as ISO P 

materials, and is especially useful for 

finishing parts such as drive shafts 

and gearwheels with a continuous or 

slightly interrupted cut.

www.walter-tools.com

KASTO, is supplementing its bandsaw 

programme with the addition of a twin-

column machine for cutting stock 

to length and mitring between -45 

and +60 degrees to a high degree 

of precision. The KASTOmiwin saw 

is said to be ideal for use by steel 

stockholders due to its power and 

rigidity.

Available in semi-automatic and 

automatic versions, U 4.6 and A 

4.6 respectively, the latter model 

has a rack-and-pinion drive to feed 

material by up to 3,000 mm in a single 

stroke. Blade downfeed is electrically 

actuated via a ballscrew drive.

Clamping range of the new bandsaw 

is up to 460 mm, depending on 

material profile. The smallest size that 

can be cut is 10 x 10 mm. For single 

straight cuts, the KASTOmiwin semi-

automatic machine leaves a rest 

piece of 30 mm, increasing to 200 

mm on the automatic model. The user 

can adjust the band speed steplessly 

between 12 and 150 m/min. 

Installation length required by the 

KASTOmiwin is 3,950 mm or 5,450 

mm for the version with material 

infeed. Positioning the saw head at an 

angle reduces the width to 2,980 mm, 

ideal for transportation in a container.

www.kasto.com

To serve growing demand from 

manufacturers for automation in 

sheet metalworking Bystronic is 

acquiring a 70 per cent share of Antil 

S.p.A., Milan, an Italian manufacturer 

of automated sheet metal handling 

plant. The majority shareholding will 

enable Bystronic to expand its existing 

range of automation technologies 

to include machine loading and 

unloading, robot-assisted bending, 

material storage and allied services.

Antil was established in 1989 and 

currently employs 110 staff, who will 

be retained under the new agreement. 

The brand will also be retained and 

management will remain with previous 

co-owner, Agostino Zanella. In 2017, 

Antil achieved a turnover of around 18 

million euro.

Bystronic CEO Alex Waser said, “Antil 

and Bystronic complement each 

other ideally, not only technologically 

but also culturally. Innovation and a 

clear focus on user requirements are 

important core components of both 

companies. Together, we will support 

customers with an outstanding sales 

and service organisation covering 

all aspects of sheet metalworking 

automation.”

Since 1994, Bystronic has been 

a part of Swiss industrial holding 

company Conzzeta. In 2017, with more 

than 2,400 employees, Bystronic’s 

turnover was 774 million euro.

www.bystronic.com

At the Seco ‘Inspiration Through 

Innovation‘ event on the 9th and 10th 

October, OPEN MIND Technologies 

will present the latest version of its 

hyperMILL® CAD/CAM suite through 

technical and live demonstrations. 

The company’s presence will focus 

on the hyperMILL® MAXX Machining 

performance package that brings 

together highly efficient machining 

strategies that make the most out 

of the options for the respective 

machine tool.

hyperMILL® MAXX Machining 

incorporates innovative methods 

for roughing, finishing and drilling; 

all of which will be comprehensively 

demonstrated on a GROB mill/

turn centre and a 5-axis Hermle 

machining centre at the event. The 

MAXX Machining demonstration 

on the Hermle will see OPEN MIND 

produce a portion of an annulus filler 

aircraft engine part from aluminium 

with innovative CAM strategies that 

will apply the latest Seco conical 

barrel tools to achieve incredible 

cycle times. 

OPEN MIND UK’s Managing Director, 

Mr Adrian Smith says: “The annulus 

filler will showcase the combined 

benefits of MAXX Machining‘s rough 

and finishing strategies and the 

cycle time savings with Seco conical 

barrel tools. The demo part will also 

introduce technology like our MAXX 

drilling feature that interpolates 

milling tools to create holes at speeds 

significantly faster than conventional 

drilling“.

www.secotools.com/iti

STUDER wins award in China

Mollart Engineering expands 
sales team

Bystronic acquires majority interest 
in automation specialist

Starrag joins Made in the Midlands

Double Tool Life

Double Mitre Cutting Bandsaw from KASTO

SECO Event with hyperMILL® Citizen Open House 16-18 October 
2018 Bushey, Watford.
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A range of high-quality yet cost-effective 

machine tools – as well as a host of 

complementary manufacturing technologies – 

will be demonstrated on October 9 & 10 at the 

Redditch-based Midlands & South showroom of 

T W Ward CNC Machinery (Ward CNC).

Decision-makers from throughout the UK will not 

only be able to see a variety of machines under 

power, but they will also be able to discuss their 

technical production issues with Ward CNC’s 

expert applications engineers. Indeed, visiting 

engineers are even invited to bring along sample 

parts and drawings for investigation.

Visitors to the ‘Redditch Revealed’ event will 

also be able to meet the recent appointments to 

Ward CNC’s senior management team, including 

Executive Director Stephen Bodsworth, 

Dan McGinty, Regional Business Manager – 

Sheffield & North; Shane Greveson, Head of 

Service & Operations; Charlotte Emery, Head of 

Customer Experience & Transformation; as well 

as Managing Director, Simon Whitworth.

The two-day event on Meir Road at the ‘Heart of 

the Midlands’ Redditch site will feature a number 

of machines – all cutting metal - that Ward CNC 

represents exclusively in the UK and Ireland:

• The AXILE G8 five-axis overhead gantry 

vertical machining centre;

• Three machines from the Hartford range 

of vertical machining centres – the 

HCMC1270/40, PRO 800 and PRO 1000;

• The Takisawa Taiwan FX600 twin-turret, 

twin spindle CNC lathe with Y axis; and

• Seven Hyundai-Wia machines: the F400 

vertical machining centre and six turning 

machines - two-axis L230C, three-axis 

L400MC with C axis and driven tools, 

three-axis L230LMSA with C axis, driven 

tools and sub-spindle, LM1800TTSY twin-

‘Redditch Revealed’
Ward CNC open house offers cost-effective manufacturing 
solutions for uk decision-makers Ward CNC open house offers cost-

effective manufacturing solutions 

for uk decision-makers

A new side milling cutter for stepless adjustment 

of groove width has been introduced by Paul 

Horn GmbH and is available through the firm’s 

UK subsidiary, Horn Cutting Tools, Ringwood. 

The milling body features a central sleeve 

that enables the required groove width to be 

adjusted easily on a pre-setter. 

Dimensional accuracy, stability and process 

reliability are assured, as the torque generated 

during machining is dissipated into the body. 

Horn offers two body types, the first having a 

cutting edge diameter of 100 mm. It is equipped 

with 14 type 406 indexable inserts, which 

produce seven effective cuts ranging from 9.6 

mm to a maximum of 12.9 mm wide. Milling 

depth is up to 20 mm. 

The second body type is equipped with 12 

cutting inserts of type 409 and has a cutting 

edge diameter of 125 mm. On this tool, the 

cutting width with six effective cuts can be 

adjusted between 12.9 mm and 18.8 mm. 

Maximum milling depth is 32.5 mm. 

The successful 406 and 409 type indexable 

inserts have been chosen for the application. 

They are precision ground and achieve 

outstanding surface quality at the base of the 

groove and on the flanks. Double positive axial 

and radial rake angles ensure a soft cut. The 

tangentially screwed cutting insert’s trailing 

chamfer produces a secondary cutting edge, 

resulting in outstanding machined surfaces. An 

additional free-form surface chamfer provides 

a stable wedge angle and very smooth milling. 

www.phorn.co.uk

turret, twin-spindle machine with Y axis, 

plus the LV800RM and LV450RM vertical 

turning centres.

Alongside these will be ‘showcase exhibits’ 

from a number of Ward CNC’s manufacturing 

solutions partners, such as Autodesk (CAD/

CAM), Gewefa (tooling), Jemtech (cutting fluids) 

Kyocera (tooling), and Renishaw (probing).

These will be complementing the machines to 

illustrate best-in-class production strategies.

“Our ‘Redditch Revealed’ open house will for 

the first time showcase the strength in depth of 

the wide range of machines that Ward CNC can 

offer from stock and the level of engineering 

expertise we have available,” says Stuart 

Lawson, Sales & General Manager of T W Ward 

CNC Machinery (Midlands & South). 

“Also, with such an array of impressive 

complementary manufacturing technologies 

on show, the event will demonstrate how Ward 

CNC is ideally positioned to meet all production 

demands and all budgets for companies across 

every industry sector,” adds Mr Lawson.

To register for the event, please 

email Anthony Cogswell, Marketing 

Executive, on:

acogswell@wardcnc.com 

or call 0114 252 5072.

Adjustable Side Milling 

Cutter For Grooving



industrialdirector.com   -  October 2018  -   Page 13

IDOpinion

Working together in Industry 4.0
“If I have seen further, it is by standing on the shoulders of giants,” 

- Isaac Newton, 1675. 

Isaac Newton was a mathematician, astronomer, 

theologian and physicist whose work was a 

critical part of the development of much of the 

technology we take for granted.  His recognition 

of the importance of collaborative working 

should inspire the workers of today. Here, 

Jonathan Wilkins, marketing director of EU 

Automation, explains how Industry 4.0 is allowing 

us to increase industry collaboration. 

Cloud technology, a key component of Industry 

4.0, provides a platform for the interaction 

between people, data and machines. It has 

enabled workers to easily communicate with 

colleagues, edit documents and access 

software from any location.  

Industry 4.0 has also increased economic 

and supply chain globalisation, which has in 

turn created new possibilities for professional 

collaboration, allowing us to work with others in 

industry across the globe. 

For instance, the Space Data Association (SDA) 

offers satellite communication companies the 

opportunity to share data in an efficient, reliable 

and controlled way. The companies’ data is 

automatically stored in the SDA’s highly secure 

Space Data Center, which is easily accessible 

to users while remaining highly secure against 

cybercrime. 

Industry sector cross over

An equally valid interpretation of the phrase 

‘industry collaboration’ would be collaboration 

between two industry sectors. This too is now 

easier than ever before, thanks to Industry 4.0 

technology. It often results in the generation of 

ideas that could not be developed by one sector 

alone. 

The Hong Kong Government puts a great deal 

of emphasis on this kind of collaboration and 

in January 2013, it established the Economic 

Development Commission (EDC), to further 

develop the country’s industrial position. A key 

tactic of the EDC was to encourage collaborative 

relationships between separate industry sectors. 

This initiative led the company behind the remote 

gaming craze, Pokémon GO to collaborate with 

manufacturers including Banpresto and Jakks 

Pacific. The partnerships resulted in the sale of 

Pokémon GO merchandise to promote the game 

and bring in further revenue. 

In another example, the artist, Leon Lai 

collaborated with clothing manufacturer, 

Grandion Industrial Ltd to launch a series of 

souvenirs including cushions, T-shirts and 

bags. The launch was an economic success for 

the artist, the manufacturer and Hong Kong’s 

economy. 

Academia meets industry

Many universities have fostered symbiotic 

relationships with the companies in their area and 

often with the businesses working in the sectors 

where their academics specialise. Universities 

benefit from the use of companies’ cutting-

edge facilities to test the practical applications 

of their research in real-world situations and 

the companies benefit by obtaining up-to-date 

knowledge from the leading academics in their 

field. In addition, those companies that invest 

in education improve the economic health of 

academia in their sector, enabling their industry 

to employ university graduates with the required 

qualifications and experience — creating a 

positive feedback loop.

Bearing manufacturer, SKF’s successful 

relationship with the University of Cambridge 

demonstrates the value of collaborating with 

a university. In 2009, the company advanced 

this relationship by establishing the University 

Technology Centre (UTC) in its material science 

and metallurgy department. The aim was to 

increase the understanding of the physical 

metallurgy of bearing steels and develop 

improved products. 

Isaac Newton could not ask a mathematician 

5,000 miles away to help him solve a problem, 

or share his latest idea with a fellow physicist 

on a different continent.  Workers today must 

appreciate the technology available to them as 

a result of Industry 4.0 and use it to increase 

industry collaboration.

www.euautomation.com 
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Advanced Metal 3D Printing Technology
for Mass Production to Accelerate 4th Industrial Revolution

At the 2018 International Manufacturing 

Technology Show (IMTS), HP Inc. launched HP 

Metal Jet,  advanced 3D printing technology for 

the high volume manufacturing of production-

grade metal parts. Customers placing orders 

include global stalwarts Volkswagen and Wilo 

and innovative vertical market leaders such as 

Primo Medical Group and OKAY Industries. As 

part of its mission to transform the way the world 

designs and manufactures, HP also launched 

the Metal Jet Production Service3, enabling 

customers around the world to rapidly iterate 

new 3D part designs, produce final parts in 

volume, and integrate HP Metal Jet into their 

long-term production roadmaps.

“We are in the midst of a digital industrial revolution 

that is transforming the $12 trillion manufacturing 

industry. HP has helped lead this transformation 

by pioneering the 3D mass production of plastic 

parts and we are now doubling down with HP 

Metal Jet, a breakthrough metals 3D printing 

technology,” said Dion Weisler, CEO and 

President, HP Inc. “The implications are huge – 

the auto, industrial, and medical sectors alone 

produce billions of metal parts each year. HP’s 

new Metal Jet 3D printing platform unlocks the 

speed, quality, and economics to enable our 

customers to completely rethink the way they 

design, manufacture, and deliver new solutions 

in the digital age.”

HP Metal Jet is a groundbreaking, voxel-level 

binder jetting technology leveraging more 

than 30 years of HP printhead and advanced 

chemistries innovation. With a bed size of 430 

x 320 x 200mm, 4x the nozzle redundancy 

and 2x the printbars4, and significantly less 

binder by weight, HP Metal Jet delivers greater 

productivity5 and reliability at a low acquisition 

and operational cost6 compared to other metals 

3D printing solutions. HP Metal Jet will start with 

stainless steel finished parts, delivering isotropic 

properties that meet or exceed ASTM and MPIF 

Standards7.

In an industry-first collaboration, HP is partnering 

with GKN Powder Metallurgy to deploy HP Metal 

Jet in their factories to produce functional 

metal parts for auto and industrial leaders 

including Volkswagen and Wilo. GKN Powder 

Metallurgy is the world’s leading producer of 

materials and products using powder metallurgy 

technologies and includes the brands of GKN 

Sinter Metals, GKN Hoeganaes, and GKN 

Additive Manufacturing. The company produces 

more than three billion components per year and 

expects to print millions of production-grade 

HP Metal Jet parts for its customers across 

industries as early as next year.

“We’re at the tipping point of an exciting new 

era from which there will be no return: the future 

of mass production with 3D printing. HP’s new 

Metal Jet technology enables us to expand our 

business by taking on new opportunities that 

were previously cost prohibitive,” said Peter 

Oberparleiter, CEO of GKN Powder Metallurgy. 

“Our DNA and our expertise in powder 

production and metal part processing using 

digitally networked systems will enable us to 

drive industrialization across the whole additive 

manufacturing value stream. By combining the 

forces of HP and GKN Powder Metallurgy, we 

will push the productivity and capability of our 

customers to unprecedented levels based on 

the economic and technical advantages of HP 

Metal Jet technology.”

Volkswagen, one of the largest and most 

innovative vehicle makers in the world, is 

integrating HP Metal Jet into its long-term design 

and production roadmap. The collaboration 

between Volkswagen, GKN Powder Metallurgy 

and HP has resulted in the ability to move quickly to 

assess the manufacturing of mass-customizable 

parts such as individualized key rings and 

exterior-mounted name plates. Volkswagen‘s 

multi-year plan to use HP Metal Jet also includes 

the production of higher performance functional 

parts with significant structural requirements, 

such as gearshift knobs and mirror mounts. As 

new platforms such as electric vehicles enter 

mass production, HP Metal Jet is expected to be 

leveraged for additional applications such as the 

lightweighting of fully safety-certified 

metal parts.

“The auto industry is being revolutionised – not 

only do customers now expect personalisation, 

but by 2025 the brands of Volkswagen Group 

will have introduced 80 new electric models,“ 

said Dr. Martin Goede, Head of Technology 

Planning and Development, Volkswagen. “A 

single car consists of six thousand to eight 

thousand different parts. A big advantage of an 

additive technology like HP Metal Jet is it allows 

us to produce many of these parts without first 

having to build manufacturing tools. By reducing 

the cycle time for the production of parts, we can 

realise a higher volume of mass production 

very quickly.

“We are in the midst of a digital industrial revolution that is transforming the 

$12 trillion manufacturing industry”

“The auto industry is being revolutionised – not 

only do customers now expect personalisation, but 

by 2025 the brands of Volkswagen Group will have 

introduced 80 new electric models,“
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That’s why HP’s new Metal Jet platform is a huge 

leap forward for the industry, and we look forward 

to raising the bar on what is possible to deliver 

more value and innovation for our customers.“

GKN Powder Metallurgy is also leveraging HP 

Metal Jet technology to produce cost-effective 

industrial parts with higher hydraulic efficiency 

for Wilo, a global leader for pumps and pump 

system solutions. Wilo is looking to HP Metal Jet 

technology to produce initial hydraulic parts such 

as impellers, diffusors, and pump housings with 

widely variable dimensions that must withstand 

intense suction, pressure, and temperature 

fluctuations.

To serve the medical industry, HP is also 

partnering with Parmatech, an ATW Company, 

to expand mass production of Metal Jet parts 

for customers including OKAY Industries, Primo 

Medical Group, and others. Parmatech is a world 

leader in metal injection molding and has been a 

metals manufacturing pioneer for more than 40 

years, specializing in producing low-cost, high-

volume metal parts for the medical and industrial 

sectors.

“HP Metal Jet represents the first truly viable 3D 

technology for the industrial-scale production 

of metal parts. Our customers demand 

extreme performance, quality, and reliability 

and HP’s advanced technology and heritage 

of market disruption give us the confidence to 

deliver beyond expectations,“ said Rob Hall, 

President of Parmatech. “We are excited to 

deploy HP Metal Jet in our factories and begin 

manufacturing complex parts, such as surgical 

scissors and endoscopic surgical jaws, and new 

applications and geometries not possible with 

conventional metal fabrication technologies. HP 

Metal Jet technology will play a key role in our 

mission to develop innovative solutions for the 

unique challenges of our customers.“

In first half of 2019, customers will be able to 

upload 3D design files and receive industrial-

grade parts in large quantities from the new 

Metal Jet Production Service. The parts will 

be produced by HP partners GKN Powder 

Metallurgy and Parmatech to ensure the highest 

standards of engineering and production quality. 

For more information and to register for access 

to the HP Metal Jet Production Service go to 

HP.com/go/3Dmetalparts.

www.hp.com/go/3Dprinting.

ID Additive Manufacturing
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Full steam
ahead

It was a theme that Starrag’s managing director, 

Bernhard Bringmann, highlighted: “We’re using 

a toolkit of technologies to help customers gain 

ever-higher process stability,” he said. “Adopting 

‘built-in’ technologies such as temperature 

control sensors and collision protection 

systems, as well as achieving minimal ‘air cuts’ 

through adaptive roughing and the elimination of 

alignment problems, are just some examples of 

how Starrag is enabling customers to optimise 

machining routines, often gaining up to 50 per 

cent improvements in production output.

“Importantly, too, components are increasingly 

becoming more complex and require more 

demanding machining – even just a few years 

ago it would have been impossible to machine 

certain parts in a single, flow-line process - so we 

also work closely with customers to develop (and 

provide) special-purpose fixturing and tooling. 

Nowadays you need the whole package!”

 

Guest speakers Mauro Fioretti and Andrea 

Maurizio, president and chief of technology, 

respectively, of family-owned Pietro Rosa TBM, 

reinforced the message in their presentation 

‘Strategic partnerships for innovation’.

The Italy-based aerospace group (with another 

division in North America) moved into the 

machining of forged blades in the 1980s and, 

said Mr Fioretti, “this is when our partnership 

with Starrag began”. Today, the company has six 

Starrag machines in its Italy plant and four in the 

USA (at New England Airfoil Products).

With annual revenues (in 2017) of $70 million, 

Pietro Rosa TBM includes jet engine aerofoils 

(compressor airfoils as well as variable, rotor, 

stator and turbine blades and discs) as well as 

steam turbines within its manufacturing focus and 

Mr Fioretti reflected how customers’ cost-down 

initiatives have spurred continuous improvement 

in production regimes – which is where the use 

of Starrag machining technologies comes to the 

fore.

“We’re selling flying hours not just engines,” 

added Mr Maurizio, “and, with engines operating 

at higher temperatures, there is an increasing 

need for compressor blades of titanium and 

nickel alloys. These super alloys are more difficult 

to machine, polish and test, so while we not only 

need the best five-axis milling machines, we also 

must have smart fixturing, high-level process 

automation and process monitoring, as well as 

a dependable supplier which is responsive and 

has superlative technical support. 

“We need to automate as much as we can and 

include as many multiple processes as possible 

into flow lines. As aircraft programmes continue 

to grow with relatively low batch sizes gradually 

being replaced by stable, higher-volume 

quantities, it is clear that automation is the key to 

cost-competitiveness,” he affirmed.

Machine Tool Focus Machine Tool Focus IDID

Year on year, Starrag’s Turbine Technology Days never 

fail to impress – and the 2018 edition, the sixth in the 

annual series, was no exception.
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www.starrag.com

It showcased developments to further improve 

the efficiency of machining turbine blades, 

blisks and engine casings, including:

                        

• A flexible manufacturing system featuring 

11 Starrag NB 151 machines, for automated 

blisk manufacture;

• A toolchanging angle head – a joint 

development with Benz – where a single 

head with HSK-B63 interface can replace 

the use of multiple angle heads; and

• Adaptive roughing of turbine blades, to 

eliminate ‘air cuts’, by using in-machine 

probing in conjunction with Starrag’s RCS 

programming routines.

Also previewed was Starrag’s new larger 

capacity NB 151 blisk machine – for components 

up to 600 mm diameter – as well as the ultra 

high-accuracy Bumotec s191 mill-turn centre 

that was demonstrated machining aero-engine 

fuel injectors.

 

The two-day event at the company’s 

headquarters in Rorschach, Switzerland, 

attracted an audience of more than 160 aero-

manufacturing professionals from all corners 

of the globe and it allowed Starrag’s recently-

appointed CEO, Dr Christian Walti, to lay down 

a marker of what Starrag and its comprehensive 

group product ranges will likely have in store for 

the future.

“Starrag’s broad product portfolio and inherent 

expertise is a distinct advantage in terms of 

global operational excellence,” he said, “and, 

going forwards, the quest will be to continue to 

build on that knowledge for the benefit of all our 

customers. 

“As well as leveraging even further efficiencies in 

collaboration between our sites – for example, 

perhaps in our supply chain agreements - the 

strategy will be to maintain similar levels of 

excellence in terms of the machining solutions 

supplied and the back-up service provided.”

He added: “The technology advancements 

being demonstrated here reflect how we are 

continuously responding to the needs of our 

customers. Indeed, the aerospace industry is 

not only constantly presenting opportunities, 

but for us it is also a case of demonstrating how 

Starrag is best-placed to satisfy those demands 

now and in the future.”

This year’s Turbine Technology Days – supported 

by tooling specialist Haimer, as well as by a 

number of other industrial partners - continued 

its relentless quest for superlative manufacturing 

solutions for blades, blisks and casings, and a 

series of workstations gave visitors exclusive 

insights into how such workpieces can be 

machined most effectively and efficiently.

While individual technologies were showcased, 

as always the underlying theme throughout 

the event (and the technologies being 

demonstrated) was the wisdom of Starrag’s 

strategy of ‘Engineering precisely what you 

value’ – with, effectively, Starrag taking a singular 

machine/technology development (or collective 

machines/technologies) to provide bespoke 

solutions to individual customers’ problems.
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Moving to its new factory in 2017, the £9m 

investment included a 36m oxy-fuel and plasma 

cutting cell from Kerf Developments.

The significant investment is testament to the 

success of a business that has a 5% ‘book debt’ 

limit on its client base. By limiting and spreading 

the risk ratio of its client base, the company has 

continually evolved to a position that it is now 

profiling, processing, fabricating and welding 

beyond 12,000 tonnes of steel every year. To 

emphasise how central the Kerf RUM4500g 

oxy-fuel and RUM4500p high-definition plasma 

cutting machine has become to the strategy for 

continued growth; the machine is processing 

over 400 tonnes of steel each month. This 

equates to almost 40% of the material that 

passes through the doors of the 100 employee 

company.

Discussing the installation of the Kerf RUM4500 

cell, P.P. Group Managing Director, Mr Peter 

McCabe says: “In our previous factories we had a 

9m by 4m plasma cutting machine for processing 

steel up to 40mm thick and a 22m by 5m flame 

cutting machine for materials up to 200mm thick. 

The machines were more than 10 years old, 

they were unreliable and this was compounded 

by poor service and support. Additionally, the 

machines were expensive to run, not particularly 

user friendly and the machine configuration 

didn’t suit pendulum loading. We made the 

business decision not to bring the machines to 

the new factory. We looked at replacing them 

with a more efficient, productive, cost-effective 

and user friendly solution. Kerf Developments 

had exactly what we were looking for.”

With plasma and flame cutting being central to 

business activities, getting the most suitable 

machine was critical. The bespoke production 

cell configuration selected by the P.P. Group 

was a 12m by 3.5m bed with an RUM4500p 

single gantry 400amp Lincoln Electric high 

definition plasma cutting head with Ultrasharp 

cut technology and a 24m by 3.5m table with 

two RUM4500g gantries, each with four oxy-fuel 

flame cutting heads – all on a single platform. 

This single bed configuration has streamlined 

workflow and improved throughput whilst the 8 

oxy-fuel heads have improved productivity by 

more than 35%. 

“Since we installed the Kerf RUM4500 system, 

the cell has been operating 24 hours a day 

and 6 days a week, it is a major contributor to 

our growth. If it’s not burning, it’s not earning. 

Prior to the Kerf installation, we didn’t have 

the confidence to sell our capacity as the old 

machines were inefficient, unreliable and the 

machine beds were too high. Our business has 

grown by 10% in the year since we moved to the 

new factory and the Kerf cutting cell is a major 

contributor to this growth.” 

The height of the bed on the previous machines 

made loading and unloading a challenge for 

staff. The Kerf RUM system has a larger bed than 

the previous two machines combined and it is 

positioned at an ergonomically suitable height 

that makes loading and unloading convenient 

for operators. The large bed also allows the 

company to conduct pendulum cutting, this 

enables staff to load one plate or unload parts 

while the machine is cutting another plate. This 

immediately reduces processing times by 50%. 

The 12m bed section of the Kerf plasma machine was designed purely for 

pendulum cutting, as carbon steel plates are supplied in 6m lengths as 

standard. 

“The Kerf system has reduced cycle times by 50% due to the facility for 

pendulum cutting. The Burny 10 LCD CNC control unit is very easy to use 

and it makes programming profiles fast and efficient. The kinematics of 

the Kerf machine combined with the Burny 10 control and the Ultrasharp 

cutting technology enables us to nest our parts with precision and proximity 

that wasn’t previously feasible. This is reducing our waste material and 

allowing us to cut more parts from each plate.”

“The Ultrasharp technology has also improved surface finishes on cut 

profiles and this has drastically reduced hand finishing operations. One 

operator would previously be spending 4-5 hours a day hand finishing parts 

and this is no longer necessary. Added to this saving, the efficiency of the 

Kerf machine has reduced our consumable consumption by at least 30%. 

We cannot praise Kerf highly enough. The service has been exceptional 

and we have the confidence in the machine and the Kerf support to build 

our profiling capacity around this machine. The Kerf RUM4500 cell has 

delivered productivity gains, throughput efficiency, labour and consumable 

savings and cost reductions. We couldn’t ask for anything more from an 

equipment supplier.”

Route to Success
To realise its ambitions of being the UK’s leading independent profiling and processing company, the P.P. 

Group has consolidated its business interests by bringing its three manufacturing facilities in Salford, Gorton 

and St Helens, under one roof - a brand new 110,000sq/ft 6 acre site in Oldham. 

www.ppgroupltd.co.uk

www.kerfdevelopments.com

ID Machine Tool Focus



industrialdirector.com   -  October 2018  -   Page 23Page 22  -  October 2018  -  industrialdirector.com

Nikon opens up
about its strategic focus on Quality 4.0

Quality & Metrology ID

In particular, he explained the company’s 

strategic focus on Quality 4.0, where digital, 

automated and connected inspection enables 

complete process control from design through 

to manufacture. 

The core elements of a Quality 4.0 based 

process are the requirement for automated 

measurement of key features on components, 

as close to real-time as possible, plus the need 

to acquire digital results and feed them back 

directly to machinery to control production 

automatically. In this way, the quality function 

drives the manufacturing process, guaranteeing 

the best possible products. 

Digital, automated and connected 

inspection driving Quality 4.0

Nikon Metrology is committed to ensuring that its 

measuring systems lead the field in Industry 4.0 

and this policy was underlined by Mr Nakayama. 

At the heart of Quality 4.0 is the interconnection 

of inspection and production. The goal is 

to enable manufacturers to produce better 

products at lower cost, speed up their response 

to changes in demand, shorten time to market 

and achieve an overall greater competitiveness.

Mr Nakayama observed, “The quality function 

must take the lead and be the driver of the 

manufacturing process. Measurement should 

no longer simply be an arbiter of pass or fail, 

but a means of continuously monitoring and 

adjusting the process to ensure that every 

component passes. When such a policy is 

adopted, downtime, scrap and costly reworking 

of parts become a thing of the past.”

“As industry changes, Nikon Metrology will also 

transform itself through a constant focus on 

improvement and innovations. We will continue 

to develop metrology equipment and software to 

exploit technological advances to the full and to 

deliver total solutions to suit customers’ specific 

requirements.”

He explained that the company’s strategic 

approach to Quality 4.0 is driving three areas: 

automation of inspection where possible and 

expedient; digitisation of results; and integration 

of metrology data into the production line, 

allowing processes to be fully optimised. A 

Quality 4.0 based process improves efficiency 

and flexibility, both necessary to make 

companies more competitive. 

Unlike Industry 3.0, which was all about mass 

production, Industry 4.0 includes the possibility 

of bringing customised goods to the market at 

similarly competitive prices, thus giving high 

labour cost countries a competitive edge. This 

cannot be achieved if products are manufactured 

according to Industry 3.0, where inspection is 

often carried out using manual gauges, after 

which results are recorded by hand. If parts are 

detected to be drifting out-of-tolerance, the 

process is tuned manually, which takes crucial 

time and is operator dependent. 

Inspection needs to be digitally integrated into 

the manufacturing process so it is compatible 

with analysis software tools within a central 

database and thus able to control the process via 

a feedback loop. It should also be automatic if 

possible, although this is not always mandatory, 

certainly in small installations or when starting 

out to put quality at the centre of a factory’s 

operation. Pragmatism and a step-by-step 

approach are often key when making changes in 

production processes.

The challenge with Quality 4.0 technology is to 

collect measured results in as near real-time as 

possible, hence the desirability of automation 

to speed up the rate at which data is recorded. 

Additionally, automated evaluation minimises 

the risk of human error when interpreting the 

results. Automation of non-contact inspection 

also allows the collection of much larger 

This interview continues on page 24

ID Quality & Metrology

Nikon’s Corporate Vice President 
Tadashi Nakayama

A recent interview with Tadashi Nakayama provides 

insight into the strategy of the firm’s Industrial Metrology 

Business Unit, of which he is Deputy General Manager. 
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amounts of data for more meaningful analysis, 

including trend analysis. In parallel with the flow 

of information on the quality of components, 

data from the machinery producing them is 

also acquired, for example the temperature of 

a machine spindle or the injection pressure of a 

mould. 

Artificial intelligence software is then employed 

to analyse the large amounts of information 

and correlate the QC data with the CAD model 

of the component and the machine data. In this 

way, it is possible to arrive at an understanding 

of where and why a drift from the centre of a 

tolerance band is occurring so that it can be 

continuously corrected. Earlier and much better 

insight into production performance is the result, 

allowing component accuracy, repeatability, 

reproducibility and traceability to be ensured, 

with the aim being 100 per cent yield. 

Quality 4.0 is happening today

Nikon Metrology has already supplied Industry 

4.0-enabled QC systems to customers in 

Europe, Asia and the US. One example in the 

German automotive industry involves rapid, 

automatic measurement of the position of studs 

on the underbody of cars in a production line to 

an accuracy of 100 microns using multiple Laser 

Radar systems. Feedback to the stud welding 

robots to adjust the process is currently manual, 

but plans are already in place to close the loop 

in the near future and automate this part of the 

procedure as well.

A major automotive OEM in the US has harnessed 

another non-contact inspection technique, 

Nikon Metrology’s L100 laser scanner mounted 

on a co-ordinate measuring machine, to check 

pre-production body-in-white panels. In the 

absence of the final press tooling, such pre-

series panels have to be CNC trimmed in 3D by 

a laser cutter. It is inspection and optimisation 

of this final operation, previously carried out 

manually over a period of three days, that has 

been optimised by laser scanning to allow the 

cutter program to be updated in just four hours.

Within the automotive supply chain, electrical 

connectors are big business, there being an 

average of 2,000 in every vehicle. One such 

manufacturer, which makes six billion plastic 

injection moulded connectors per year, has 

adopted a policy of zero-defect production. It 

recognises that a faulty part can be at best an 

annoyance to a driver, possibly leading to costly 

warranty repairs or a recall programme by the 

OEM, or at worst fatal if the connector is part of 

the vehicle’s automatic braking system. For this 

application, Nikon Metrology supplied a turnkey, 

shop floor inspection system with handling 

equipment and software that automatically 

loads samples into a computed tomography 

(CT) scanner. If a housing is out of tolerance, it 

is rejected and an alarm is sent to the operator 

who stops and adjusts the relevant machine 

immediately to avoid production of scrap.

Another example is a manufacturer of low-

cost chips used to track consumer goods in 

smart shops, for example, that has closed the 

production / QC loop to spot and correct for 

process drift. Nikon Metrology supplied a total 

solution, including an automatic wafer handler 

and an iNEXIV video measuring machine 

where glass wafers are inspected and the data 

sent to the plant control to keep circuit pattern 

dimensions within tolerance.

Future strategy: focus on non-contact total 

solutions for Quality 4.0

Nikon Metrology’s strategy over the next few 

years will be twofold. First, from a technical 

perspective, collection of digital measurement 

data will be paramount to enable intelligent 

process control systems, whether it is local or in 

the cloud. 

The company’s core competences that are being 

brought to bear in this area, according to Mr 

Nakayama, are laser scanning; X-ray including 

CT, which is especially suitable for high speed, 

non-destructive inspection of the interiors of 

additively manufactured parts; analysis and 

control software; and the renowned, high 

quality optics of its parent group. A fifth area of 

expertise that contributes to reliable generation 

of accurate measurement data is precision 

mechanics, such as the drives on the company’s 

video measuring machines and large-scale 

Laser Radar scanners. 

Artificial intelligence algorithms being developed 

by partner companies will be utilised increasingly 

to help analyse QC data, which truly is ‘big 

data’ where 2D and 3D clouds of pixels and 

voxels generated by non-contact inspection are 

involved.

Secondly, Nikon is increasing the focus on 

building even stronger relationships with 

customers. Few in manufacturing will have 

missed the trend away from a supplier simply 

delivering a machine and leaving the user to get 

on with it, although amazingly it still happens. A 

‘solution’ approach is essential these days and 

Nikon Metrology is strengthening its offering by 

entering into long-term business relationships 

with its global customers, providing support 

before, during and long after installation of a new 

process. 

Future relationships with customers will be 

fostered to elevate them to the next level. It will 

involve continuous dialogue not only about all 

aspects of the user’s installation, but also on 

subjects as wide-ranging as sales, marketing 

and even research and development of new 

products.

www.nikonmetrology.com
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All three new machining centres are being 

used as replacements for ageing VMCs at the 

Nottingham-based firm – established in 1964 

and a specialist in fabrications weighing up 

to 25 tonnes - and while they are faster and 

consistently more accurate than the units they 

replace, it is the “unfaltering reliability” of the 

first two that has prompted managing director 

Richard Goodman (son of company founders 

and his parents, Terry and Dorothy) to invest in 

another model from the Hartford range.

“The Hartfords are well-built, sturdy machines 

that work day in, day out achieving consistent 

standards of machining,” he says, “and it is these 

characteristics – knowing that when we switch 

them on they will always work and work well – 

that were the prime considerations when we 

chose them,” says Richard Goodman. 

“The bulk of our machining is straightforward 

milling, boring and drilling, but I need ultra-

reliable and highly rigid machines because I 

cannot afford to let customer delivery schedules 

go awry. In fact, the first two Hartfords helped us 

gain two new customers due to the fact that we 

were able to keep our delivery promises.”

Richard Goodman explains that the initial tranche 

of investments – firstly in a Hartford PBM-115A 

CNC horizontal borer, then three months later, 

the large capacity Infinity HSA-420 double-

column VMC - was made on the realisation that 

the savings made on the maintenance costs 

(and downtimes) with his existing, older VMCs 

would simply pay for the new machines!

“I contacted a number of likely suppliers but I 

chose Ward CNC for a number of reasons,” he 

continues.

“Ward CNC had plenty of machines in stock 

so we could immediately see what we could 

be buying. And the Hartfords stood out on a 

variety of counts. Not only could I see and ‘feel’ 

the quality of machine build that is based on a 

one-piece heavy-duty cast iron bed for superb 

accuracy and rigidity but, importantly, these 

machines also offered exceptional machining 

performance with first-class back up and training 

from Ward CNC.

“This is ideal for the workpieces we process; 

a machine handling fabrications weighing up 

to seven tonnes every day (and night) can put 

a lot of stress on a moving table and I wanted 

machines that would guarantee to be operational 

all the time.”

The two Hartfords in situ in the 45, 000 ft2 

production area have all the capacity and power 

that Richard Goodman needs for the targeted 

work; the PBM-115A has a geared high power 

3,000 revs/min spindle and X, Y and Z axes 

travels of 2,000 mm by 1,600 mm by 1,500 mm; 

the Infinity HSA-420 is rated at 6,000 revs/min 

and has X, Y and Z capacities of 4,000 mm by 

2,000 mm by 1,000 mm.

“Also, Ward CNC is very much a ‘known 

quantity’,” he adds. “Plenty of other companies 

in the area, some of which we work with/for, 

are using Ward-supplied machines [of varying 

makes] and have only good things to say about 

the machines and the company’s level of service 

and back-up.”

For example, Goodman Metal Works took 

advantage of Ward CNC’s training on the 

machines’ Fanuc CNC systems – “although our 

young operators, who are familiar with Fanuc 

systems, had the machines ‘in tune’ in no time”, 

adds Richard Goodman – and the collaboration 

between Ward CNC and tooling supplier Kyocera 

has also paid dividends “especially with the use 

of tip drills”.

With 91 employees including apprentices, 

Goodman Metal Works specialises in the 

fabrication and machining of a wide range of 

workpieces for a variety of industries, including 

work for customers in the oil and gas, nuclear, 

quarrying and mining sectors as well as, for 

example, Rolls-Royce with ground support 

equipment frames being one example of the type 

of work being processed.

“I would usually say we can handle any job (in any 

material) that is too heavy to carry,” says Richard 

Goodman, “but predominantly we process mild 

steel as well as stainless and plastics, and we 

take pride in working closely with customers to 

solve their manufacturing/machining problems.”

The company added CNC machining to its 

portfolio of services some years ago in response 

to customer demand and it purchased a VMC 

(then others) for the occasional fabrications that 

also needed basic milling, boring and drilling 

routines. Today, the added-value machining of 

fabrications accounts for around 15 per cent of 

business and high-quality CNC machining is also 

a service offered in its own right. 

It was in 2010, however, that maintenance of 

four old VMCs being used for such tasks was 

effectively becoming the company’s third 

highest overhead (after salaries and materials) 

and Richard Goodman realised that if those 

costs could be reduced then the savings would 

easily pay for the finance on the new machines.

“So, as long as the Hartfords weren’t slower than 

the machines they replaced – and, of course, 

they weren’t; in one example the Hartfords 

are at least three times quicker – I knew the 

company would benefit, particularly in terms 

of minimal downtimes. In addition, customers 

also benefitted because they knew delivery 

schedules wouldn’t be hindered by machine 

breakdowns.

“A case in point surrounds the machining of 

a clamp set for a customer in the offshore 

industry,” he says. “The machine formerly used 

for this job was always breaking down, but now 

every delivery is made to schedule. That aligns 

perfectly with the sub-contracting holy grail of 

offering the ultimate in quality, cost and delivery.”

Richard Goodman concludes: “The initial two 

new machines have been working non-stop 

since they were installed, including one always 

on the night shift, and we’ve actually gained new 

customers because of our delivery record. 

“Now, by ordering a third new Hartford – a 6,000 

revs/min Super HCMC 1892 with X, Y and Z axes 

travels of 1,800 mm by 920 mm by 820 mm – I not 

only have another superior machine but also one 

that is the ultimate back up for everything we do.”

To Infinity and Beyond!
The success of a pair of Hartford vertical machining centres at Goodman Metal 

Works has spurred the family-owned company to order a third machine.

www.wardcnc.com
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Front Cover Story

Upskilling: The Key
For UK Manufacturing

It’s no secret that the UK is behind many of its European counterparts when 

it comes to UK manufacturing and productivity. 

A recent report by the International Federation 

of Robots (IFR) highlighted the extent to 

the country’s lack of industrial robots, whilst 

McKinsey & Company has reiterated the benefits 

of automation to the economy in its Discussion 

Paper. The UK needs to offer a solution sooner 

rather than later if it is to maintain a competitive 

edge, but how can industrial robots play a key 

role in UK manufacturing? 

In this article, Tom Bouchier, Managing Director 

at FANUC UK, offers his thoughts on the two 

reports and discusses what the UK needs to 

change in order to compete with other nations. 

Debunking the myths of robots replacing 

workers

As explained in the McKinsey report, Artificial 

Intelligence (AI) can play a key role in improving 

the global economy and is an opportunity that 

the UK must grasp. McKinsey suggests that 

there is likely to be a performance gap between 

companies that adopt AI tools and ‘nonadopters’, 

meaning benefits will be disproportional. 

According to the IFR, there are just 71 industrial 

robots per 10,000 workers in the UK. That 

positions the UK behind 14 other European 

countries and, alarmingly, the only G7 country 

with a robot density below the world’s average 

(74 units). In contrast, Germany – Europe’s most 

automated country – has 309 units whilst the 

Czech Republic, the closest European country 

to the UK, has 101 units per 10,000 workers.

It’s clear that change is needed. One possible 

reason for the UK’s low performance could 

be linked to the stigma attached to the use of 

robotics and unemployment. If the UK is to catch 

up with the rest of the world, it’s going to need 

to adopt more automation in its manufacturing 

facilities and therefore shift this viewpoint.

“We have found that use of industrial robots goes 

hand-in-hand with upskilling, which can lead to 

an increased productivity rate.” Tom Bouchier 

said. “This helps remove the perceived threat to 

unemployment and also addresses the widely-

reported skills gap, both of which are concerns 

shown by both the Government and industry.

“Earlier this year, Engineering UK reported that 

265,000 skilled entrants are required each year 

to meet business demand. By bringing in robotic 

technology, engineers can be trained to learn 

how to programme a FANUC machine, a process 

that can be taught and understood in as few as 

four days.”

Is automation the affordable solution to UK 

manufacturing?

Given the findings from both reports, it has 

become clear the UK needs to increase 

automation through manufacturing. In addition 

to the impact on employment, the associated 

costs with industrial robotics is also quite often a 

sticking point for UK manufacturers.

When discussing industrial robotics, affordability 

and pricing is more often-than-not going to 

be the first question asked by manufacturers. 

However, industrial robots aren’t as expensive as 

first thought and, on many occasions, are paid 

off in as little as 18 months.

Thanks to their ability to be reprogrammed, 

industrial robotics offer a long-lasting solution 

that go beyond their first use. And if more 

people are upskilled and become trained on 

programming, there’s even more benefits that 

manufacturers can, and should, be taking 

advantage of.   

What does the UK need to do next?

“It’s clear that manufacturing is a going to 

be a key asset for the UK if it is to maintain a 

competitive edge after Brexit”, Tom Bouchier 

explains. “The UK cannot become a service 

industry and change is required before it slips 

further behind its Global counterparts. 

Therefore, a culture change in the views and 

perception of automation and robotic technology 

is needed.

“The stigma attached to industrial robotics 

needs to be removed: it’s simply a tool for 

manufacturers to use that helps increase 

efficiency. The opportunity for upskilling is one 

that should be grasped and will eventually help 

address the skills gap, alleviating concerns 

people have towards the use of robots.”  

“One way to solve immediate concerns, is to 

promote the use of the Apprenticeship Levy, 

something that isn’t always effectively utilised. 

10 per cent of FANUC UK’s employees are 

apprentices and the value they add ensures that 

we are teaching young engineers the skills they 

need. As a former apprentice myself, the skills 

and experience of working across all levels of a 

business provides an excellent platform to grow 

and learn, helping to gradually close the UK skills 

gap.”

“For the UK to be more productive in 

manufacturing, we need to work together as 

an industry. The UK has fantastic engineers, 

inventors and a great history in manufacturing 

and now is the time to adopt a proactive 

approach to ensure we are competing with other 

countries.” 

Technology is always improving and we need to 

ensure we aren’t caught falling further behind. 

Positively positioning automation will not only 

benefit manufacturer’s capabilities, but it will also 

close the gap between the UK and the 

leading nations.

www.fanuc.eu/uk/

IDFront Cover Story

Tom Bouchier

Managing Director at FANUC UK,
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By the end of 2018 Aston Martin Red Bull 

Racing’s Milton Keynes manufacturing facility 

will feature 19 DMG MORI machines, with the 

addition of a DMU 40 eVo linear and a DMU 60 

eVo linear this year.

Parts from a wide range of materials including 

composite materials, titanium, magnesium 

steel, aluminium, PEEK and Densamet are 

manufactured at the factory and the 5-axis 

technology in the DMG MORI machines plays a 

crucial role in the efficient and accurate milling 

necessary to meet the demands of F1. With the 

newer DMG MORI machines, Aston Martin Red 

Bull Racing has reported a massive increase in 

output as a result of process improvements.

Manufacturing at the Milton Keynes factory 

is close to 24/7 so the need for robust and 

reliable machine tools is extremely important. 

As part of the Innovation Partnership DMG 

MORI provides servicing and support ensuring 

maximum reliability and minimum downtime. The 

relationship with DMG MORI is crucial to Aston 

Martin Red Bull Racing’s drive for continuous 

improvement in manufacturing processes 

through its supply of technical support, servicing 

and new machinery, delivering high performance 

and technically advanced machining.

Jamie Meades, Head of Manufacturing at Aston 

Martin Red Bull Racing, says, “We are excited 

to extend our Innovation Partnership with DMG 

MORI. Having worked with the DMG MORI team 

since 2004, this renewal ensures we can build 

on the relationship to ensure we deliver our 

continuous improvement plans in the production 

of components crucial to the performance of our 

cars.”

Steve Finn, Managing Director of DMG MORI 

(UK) adds, “We are proud to extend the 

Innovation Partnership for a further three years, 

continuing our long relationship with Aston 

Martin Red Bull Racing and, we are delighted 

that the technology and service we bring to the 

partnership is so highly valued.”

Aston Martin Red Bull Racing
extends its Innovation Partnership

The relationship between Aston Martin Red Bull Racing and DMG MORI has been in 

place since 2004 and DMG MORI became an Innovation Partner in 2012. 

www.dmgmori.com
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ID Tooling IDTooling

In the last five years, the Clacton-on-Sea 

Company has invested heavily in infrastructure, 

accreditations and machine tools, which has 

certainly paid dividends in achieving its goals. 

Celebrating its 50th year in business, the Essex 

subcontractor has spent more than £2.5m in the 

last two years with new acquisitions including 

two Mazak Variaxis I500, an I600 and an I700, 

a Quickturn 300 plus a Quickturn 200MSY, a 

6-station Palletech automation system plus an 

additional three machines on order from XYZ. The 

investment in high-specification four and 5-axis 

machine tools and the ever expanding variety 

of materials being machined has prompted a 

strategic overview of its cutting tool strategy. 

In the two years since deciding to overhaul its 

tooling strategy, the AS: 9100 certified company 

has reduced its cutting tool suppliers from 14 

to just two. From the 14 vendors, it is Tamworth 

based Industrial Tooling Corporation (ITC) Ltd 

that is driving innovation, cost reductions and 

standardising cutting tools. 

Discussing the logic behind consolidating its 

cutting tool vendors, Tridan Engineering’s Senior 

Production Engineer, Mr Peter Townsend says: 

“When it came to cutting tools, our shop floor 

had no consistency or standardisation and shop 

floor staff would order new tools from one of 

our suppliers as and when they needed them. 

To consolidate our suppliers, we firstly wanted 

to eliminate a few of the smaller vendors that 

couldn’t support our diverse demands. Once we 

did this, we started 18 months of trials with many 

of the internationally recognised tooling brands. 

During the trial process, we were going beyond 

trialling one vendor against another based on the 

usual parameters of tool life, performance and 

cost reductions. We were looking at the complete 

package. We were reviewing the service and 

technical support, the rapport between our 

engineers and the tooling representative, the 

diversity of the product portfolio; and of course 

the performance, consistency and cost were 

always key parameters. In fact, the arrival of 

a twin-pallet machine and a 6-station pallet 

machine means that reliable performance and 

longevity for lights-out running has become 

more prevalent than ever.”

During the trial period, ITC was fast emerging as 

the front runner to win the solid carbide round 

tooling business from Tridan. This preference 

emerged from the relationship between ITC’s 

Technical Sales Engineer, Mr Gary Bambrick 

and the Tridan engineers and shop floor 

machinists. However, with tooling manufactured 

in Tamworth, it was the rapid turnaround on 

standard and special tools that also impressed 

Tridan. Emphasising an example of this, Mr 

Townsend recalls: “We manufacture families 

of aluminium frame racks for the aerospace 

industry in batches of 10-off every couple of 

weeks. With a significant amount of material 

removal, we applied the ITC 49G9 Series of ripper 

end mills with through coolant and a trochoidal 

strategy that was recommended by Gary. This 

immediately reduced the cycle time from 6 hours 

to less than 5, a 20% reduction. With these racks 

there are a number of thin walls that needed 

machining and the tools were pushing against 

the wall, generating different wall thicknesses 

and wavy surface finishes. Gary worked closely 

with us and ITC’s Tamworth headquarters to 

change tool geometries, edge preparation and 

corner rads on a 10mm diameter 3081 Series 

end mill that was used for finishing the thin wall 

profiles. This not only resolved our technical 

issue, it demonstrated the expertise and the level 

of support from ITC.”

With the arrival of the 6-station Palletech system, 

Tridan is achieving upwards of 140 hours of 

production every week on its latest Mazak 

machining centre. Manufacturing titanium alloy 

enclosures for the aerospace sector, the cell has 

been producing 50 parts per week with a cycle 

time close to 3 hours per part. The philosophy 

of this cell is to maximise machine utilisation 

and using ITC’s solid carbide VariMill end mill 

tools, Tridan was attaining four days of tool life 

from each end mill. To extend tool life further, 

ITC’s Gary Bambrick suggested a diamond-

coated end mill; the result was extending tool 

life from four days to seven, a 40% improvement. 

With 90% of tools in the cell being supplied by 

ITC, Gary Bambrick is currently investigating 

additional opportunities.

Another special application that was causing 

tremendous difficulty was a nose cone for the 

defense industry. The titanium cone had a rough 

machining cycle time of 45 minutes that ITC 

rapidly reduced to 25 minutes with a 5-fluted 

ripper, a significant saving on a batch of 100 

parts. Following internal rough machining, the 

cone requires a series of slots and features 

and the limited reach inside the cone caused 

tool vibration that was impacting upon tool 

life. The previous end mills were wearing out 

rapidly through vibration after machining just 

three parts. As Mr Townsend continues: “The 

combination of the challenging aluminium alloy 

material and the extended reach requirement; 

the vibration created was ruining cutters. Added 

to this, the slots have a 0.03mm tolerance and 

we struggled to hit this tolerance because of the 

vibration. ITC developed a 2.8mm diameter extra 

long end mill on a 12mm shank that instantly 

eradicated vibration, improved surface finish and 

tool life. The new tool ensured we were easily 

In 2007, Tridan Engineering Ltd made a strategic decision to target 

prestigious aerospace contracts and steer away from commercial, 

agricultural and power generation subcontract machining. 



Page 34  -  October 2018  -  industrialdirector.com

within tolerance and the tool life went from 1 tool 

for every three parts to 5 tools for the full batch 

of 100 parts. This gave us consistency, reliability, 

conformity and it meant we didn’t have to keep 

changing tools and checking parts. With this job 

running around the clock, we have a number of 

ITC tools that have been running for weeks on 

this family of parts.”

“Following the benefits of ITC tools in our 

production cell and the proven success of the 

VariMill 4777 Series, we trialled the same VariMill 

roughing tool on a chassis part for the defense 

sector manufactured from S154 hardened steel 

(321HB). We were using a high-feed indexable 

end mill from another supplier and we were 

burning out 2-3 insert edges on each part. Whilst 

this sounds like a high burn-out rate, the cycle 

time was 12 hours per part for each of the 30 

parts. Gary once again recommended the 4777 

Series and it slashed the cycle time from 12 hours 

to 3 and we managed to complete a full batch of 

30 parts with just two end mills. This was a 70% 

cycle time reduction and a 90% tool life saving. 

We cannot credit Gary and ITC for the quality of 

their service and products highly enough.”

The tooling strategy at Tridan is continually 

evolving to suit the ever increasing material 

diversity and the ‘lights-out’ production 

requirements. The Essex manufacturer has 

selected its two primary vendors based upon 

indexable and solid carbide tooling solutions with 

a number of small vendors still being a necessity 

for very specialised applications. Concluding 

on this, Mr Townsend says: “ITC has proven that 

its solid carbide end mill and drilling lines can 

outperform everything we have trialled. But most 

importantly, the support from Gary Bambrick has 

been exemplary. Gary has not only instigated 

the introduction of new products, but also new 

strategies to enhance productivity. We know that 

ITC also has an unfathomable range of indexable 

product lines available through Widia and BIG 

KAISER, so we will be investigating these options 

as we move forward for applications outside the 

remit of solid carbide tools.”

“The titanium cone had a rough machining cycle 

time of 45 minutes that ITC rapidly reduced to 25 

minutes with a 5-fluted ripper”

www.itc-ltd.co.uk 

ID Tooling
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Workholding

60% full automation, and the trend is rising 

rapidly. “We are no typical plastic injection 

moulders”, says Konstantin Spenst, Head of 

Automation Technology at Denk, who sees a 

significant factor for the success of the high 

degree of automation at the Gevelsberg site 

in the Ruhr metropolis. This is the only way for 

being able to output between 500,000 and well 

over 2 million parts per year depending on the 

component and plant, and to check 100% of 

them. “Precision and verifiability are decisive 

factors for us. The newer the plant, the more 

steps are monitored”, Spenst explains. “Recently 

we wrote a chain of 800 steps, only 30 of them 

were paths. Everything else were just commands 

of pneumatic components or queries with 

alarm.” Around 60% of the range was operator 

messages such as “end position not reached”, 

“part lost” or “part not correctly mounted”. What 

is decisive nowadays is that the user receives 

as much information as possible because in the 

case of a malfunction they must immediately 

identify the reason, Spenst highlights. This is 

particularly because of the precise monitoring of 

the grippers, because only in this way damages 

to the tools and system downtimes could be 

avoided. Denk always works in a multistage 

system here: First all parts are monitored 

whether they are correctly mounted. This is 

followed by a presence monitoring immediately 

before mounting the tool, before ultimately 

checking immediately after removal and finally 

during storage. This is the only way to prevent 

parts from being lost in the handling process, 

causing an expensive crash of the tool.

  

The gripping systems that are increasingly being 

conceived, designed, and built independently 

by Denk since the beginning of 2010 are of 

double significance: They must ensure reliable 

handling whilst at the same time facilitating 

reliable monitoring of the relevant process steps. 

Primarily the latter had proved to be a challenge 

for a long time now, because by far and away not 

all gripping system components available on the 

market permanently achieved the required level 

of precision and process reliability, not even 

the high-end components. “With our gripping 

systems, it is very important of how precise 

monitoring could be done”, Spenst underlines. 

“Because with 1 mm play in the gripper jaws 

and a closing stroke of 3 mm reliable monitoring 

is not possible.” It repeatedly transpired with 

grippers from various manufacturers that 

sensors delivered unreliable results because the 

play in the jaw guidance was so large. “Over the 

course of time, we have realized that SCHUNK 

grippers can be queried very reliably, as they 

work phenomenally precisely”. The SCHUNK 

grippers for small components MPG-plus would 

be particularly advantageous in this respect. 

“For parallel grippers, not only an end point can 

be queried, but also a centre point, which can be 

set very easily. If a component gets lost, the end 

switch is set to zero and reports the loss.” When 

handling metal parts, an inductive sensor usually 

monitors whether, and at what distance to the 

sensor a metal inlay is gripped.

 

“Cycle time is real money”
 

The SCHUNK MPG-plus is currently the most 

powerful miniature gripper on the market. 

Besides inductive monitoring, it can also be 

monitored by integratable and programmable 

magnetic switches, by means of which a high 

degree of flexibility can be attained. Compared 

with similar modules on the market requiring 

the same input, the gripper produces a 

significantly higher output, paving the way for 

ever smaller and more efficient systems. The 

high-performance, individually adapted junction 

roller guide ensures high load bearing capacity 

of the entire guidance, minimal wear, and a long 

life span. Components made of special high-

performance aluminium are used in the interior. 

In order for engineers to be as flexible as possible 

in process and system designing, the module 

can be screwed through and tightened both on 

the side as well as on the bottom side. In order to 

allow dynamic applications as well, superfluous 

material was saved on the gripper housing. 

Here, the SCHUNK MPG-plus meets one of 

Denk’s significant demands: “The grippers must 

be as light and as small as possible”, Konstantin 

Spenst stresses. “If I have a heavy gripper, I have 

to move slower as well. This costs cycle time 

and cycle time is real money.” On average, the 

loss of one second of cycle time costs between 

€2,000 and €4,000 each year. In order to keep 

warehousing as low as possible, Denk uses the 

miniature gripper primarily in sizes 40 and 64, in 

order to be able to dock gripping systems onto 

the tools in a stable manner when loading. 

 

For Konstantin Spenst, the standardization of 

the gripping system components is elementary: 

“We want to keep the warehousing as low as 

possible in order to ensure the universality of our 

plants and to be able to react very flexibly in the 

case of damage. When we design grippers with 

SCHUNK, we know that we will be able to handle 

two million parts a year for seven years, without 

losing any precision or having to fit new grippers 

every two years.” For normal use without 

overloading the grippers, the specified cycle 

rates can definitely be achieved and sometimes 

even partially exceeded. The temperatures in 

the injection moulding machines are generally 

unproblematic for the SCHUNK grippers. Only 

in critical applications the designers at Denk 

contact the manufacturer and ask about the 

maximum permissible values. Despite the high 

level of gripping systems expertise, it is not 

possible to manufacture the gripping system 

components themselves, in Spenst’s opinion: 

“We could certainly also build parallel grippers. 

However, they would cost twenty times as much 

and would still not achieve the level of quality of 

the SCHUNK modules.” Added to this would be 

the fact that the standard SCHUNK components 

would be supplied within such a short space of 

time so that even unplanned system downtimes, 

for instance in the event of a crash, can be 

rectified very quickly. However, Denk retains 

the actual systems expertise in-house, like the 

production of the contour-providing parts in 

toolmaking. “This allows us to add permanent 

improvements and intervene quickly and flexibly 

if necessary. Because only when the system is 

monitored 24 hours a day, you can see where 

optimizations are possible.”

Precise gripping
proven a million times

High quantities, extreme quality requirements and keen competition are shaping the production of 

injection-moulded parts for the automotive industry. For ensuring this balancing act successfully, 

Denk Kunststofftechnik relies on consistent automation with powerful handling components.

www.gb.schunk.com 
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Sheetmetal

It supplies anything from individual parts through 

small and large batches to complete assemblies.

The company holds raw sheet material and 

finished parts in a high density Uniline sheet 

storage system supplied by Achern-based Kasto. 

It ensures safe and reliable material handling 

and efficient supply to connected flat-bed sheet 

metalworking machinery. Bending and folding 

as well as manual and robotic welding are also 

carried out on site.

Blum’s managing director since 2003, Jörg Neu 

explained, “When the company was founded 

in the 1960s our premises were on the edge of 

town, but over the years they were encircled by 

residential areas. Large trucks were finding it 

increasingly difficult to enter and leave.

“In addition, the buildings were showing their 

age and were not high enough to accommodate 

new, larger machines. So we decided to relocate 

and at the same time gain additional capacity to 

increase production.”

At the previous factory, mild steel, stainless steel 

and aluminium sheet were stored in a warehouse 

served by forklifts. Machine operators moved 

material to the production machinery by hand, 

which was time-consuming and laborious. To 

cut costs, the company decided to streamline 

and automate these operations but wanted to do 

so independently of the metalworking machine 

suppliers.

Neu recalls, “We described our requirements to 

Kasto, who took all of our needs into account and 

found a solution that was not only cost effective 

but also ideal for our needs. Modular design of 

the storage facility makes optimum use of the 

available building height. They were the decisive 

factors.”

Kasto installed an 8-metre high Uniline inline 

storage system with space for up to 686 pallets 

that can hold sheets measuring up to 3 x 1.5 

m. They enter the warehouse via a station with 

a longitudinal carriage, from where they are 

transported automatically to a free location by a 

storage and retrieval machine. It is equipped with 

dynamic drives for fast, direct material handling.

Integrated KASTOlogic warehouse management 

software allows Blum operators to identify the 

position of every pallet and the stock it holds, as 

the information is keyed in at the control panel 

using an intuitive graphical user interface as the 

material is stored.

At the front of the warehouse are seven stations 

with lateral transport carriages for removing 

and returning material. There are also two 

metalworking machines, including a pre-

existing laser cutting machine fed by a manually 

operated overhead crane. However, when new 

material is needed, employees can request it by 

simply pressing a button and the pallet arrives 

automatically in a matter of seconds. 

A newly purchased punch press and laser 

cutting combination machine capable of 

unattended operation is connected directly 

to the storage system. KASTOlogic software 

interfaces with any control system, regardless 

of manufacturer. A loading and unloading device 

with vacuum suction units picks up sheets that 

have been taken from storage and conveys them 

automatically to the new facility, saving time and 

lightening the operators’ workload. Cut parts are 

automatically put back onto a system pallet for 

storage.

The warehouse control has been connected 

to Blum’s ABAS enterprise resource planning 

system and to Kasto’s Achern factory for remote 

diagnostics and troubleshooting. 

Neu concluded, “Kasto did a great job here. 

The warehouse runs perfectly and has given 

us significant gains in speed, efficiency, 

transparency and safety.”

Space and Capacity
A new 4,000 sq m plant has been built on a 25,000 sq m site in the German 

town of Hettenleidelheim by Blum GmbH, a company that specialises in 

sheet metal working and switch cabinet manufacture. 

Room temperature blacking of iron, steel 
and stainless steel.

www.kasto.com

Blackfast’s room temperature blacking 

process is both safe, easy and convenient 

to use. The process has been developed 

for safe and reliable use in metal working 

facilities, so it is no longer necessary 

for parts to leave the production site for 

finishing by an outside contractor.

Unlike conventional methods of blacking it 

is non-hazardous.

Blacking of iron and steel provides a corrosion resistant finish without dimensional 

change. This is attractive for machined parts manufactured to tight tolerances, 

where plating or painting would not be acceptable.

As it is very important that the components are clean and free from grease before 

using the blacking process, Blackfast also offers a range of degreasers from 

solvents to water based and rust removers.

For more information please visit our website www.blackfast.com 

or e-mail sales@blackfast.com please quote reference ID2018 for 

our Gift Card Draw entry valid up until 1st December 2018.

The best black finish from 
the world leader
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Advanced Engineering 2018Advanced Engineering 2018

Central to the stand will be the UMC-5X 

simultaneous five-axis, gantry-style, machining 

centre. The level of technology included as 

standard with the XYZ UMC-5X is making existing 

users of five-axis machining centres review 

their position and introducing a whole new 

group of potential customers to the benefits of 

simultaneous five-axis machining.  

The UMC-5X is available at a very competitive 

price point, yet comes with leading-edge 

technology such as Traori/Kinematic functions 

for five-axis simultaneous machining, as well as 

integrated Smart Machining Technology (SMT) 

and thermal growth compensation. The control 

system can be either the Siemens 840DSL 

ShopMill or, the Heidenhain iTNC 640 HSCI 

system. Both controls ensuring high precision, 

high speed, simultaneous five-axis machining. 

Other key features are the front loading 600 

mm diameter trunnion rotary table, with a 

high accuracy, direct drive, high torque motor 

providing 90 revs/min rotation of the table. The 

tilting axes are servo worm driven (torque motor 

option) that provides +/- 120° of movement and 

just 2.5 seconds for full rotation with a maximum 

table load of 600 kg. Of interest is that due to the 

table configuration and machine design, when 

the table is tilted 90 degrees towards the rear 

(component facing forward), there remains 500 

mm of Y-axis travel forward of the table surface. 

This is much greater than many competitor 

machines, including those that quote the same 

axis travels as the UMC-5X, allowing larger 

workpieces to be machined.  

Alongside the UMC-5X will be a selection of the 

XYZ Machine Tools range including the innovative 

XYZ 2-OP, a portable vertical machining centre 

that can free up valuable time on more expensive 

machine tools to enhance your machine shop 

versatility and productivity. The XYZ 2-OP makes 

use of the industry leading ProtoTRAK control 

system. Other machines on show that also 

feature the easy-to-use ProtoTRAK control are 

the SLX355 ProTURN lathe, which with its 360 

mm swing over the bed and 1000 mm between 

centre distance is a great entry to CNC turning. 

Similarly, the SMX 3500 ProtoTRAK controlled 

bed mill is representative of the XYZ bed mill 

range, with its three-axis CNC control with 530 

mm of programmable ‘Z’ travel, while retaining 

the versatility of a swivel head and manual quill. 

Completing the machine line up at Advanced 

Engineering is the XYZ 500 LR vertical machining 

centre. The XYZ 500 LR is part of the recently 

introduced series of linear rail technology 

machines that sit alongside XYZ’s familiar 

box slideway to offer a lower cost route into 

vertical machining centre ownership while still 

presenting customers with the performance and 

productivity expected from XYZ Machine Tools. 

The three machine LR range consists of the 500 

LR, 750 LR, and 1000 LR, with each machine 

equipped with the Siemens 828D control, 

carousel-type toolchanger (arm-type optional 

on the 750 and 1000 LR) for added productivity.

Machine simulation with VERICUT detects 

collisions, close calls and detects over-travel 

errors. With input from thousands of users 

worldwide from every industry, the focus of 

VERICUT 8.2 has been to provide features that 

improve simulation visibility, speed workflow, 

and streamline each user’s verification process. 

These include a Right-Mouse-Button Ribbon 

which puts favourite VERICUT functions just one 

click away, and provides convenient access 

to external applications that programmers find 

useful.  In addition, a configurable Head-Up 

Display (HUD) improves simulation monitoring 

and visibility by showing the NC program, or 

machining and cutting status information, 

overlaid on top of VERICUT’s graphical views. 

VERICUT 8.2 also adds Force Turning.  Force is a 

physics-based NC program optimisation module 

that analyses and optimises cutting conditions to 

achieve ideal chip thicknesses, while managing 

the cutting forces and spindle power required. 

Force Turning optimises turning, and mill-turn 

operations, when combined with Force Milling.  

Force Turning makes it easy for anyone to create 

NC programs for optimal cutting of inside/

outside diameters, shoulders, as well as in 

corners and tight spaces – without the worry of 

encountering excessive cutting forces or high 

spindle power demands.

Finally, with the latest software release 

comes advancements in VERICUTs Additive 

Manufacturing capabilities.  Even more realism 

has been added to additive simulation, and 

it detects many common error conditions 

programmers face when creating additive 

parts.  Additive material can be applied “as 

programmed” via the additive path, or projected 

to the part surface for a more “natural” deposition 

behaviour. 

CGTech will also demonstrate Composites 

8.1 release of VCP and VCS, which features a 

completely redefined Graphical User Interface 

(GUI), enhanced suite of programming and 

analysis tools, and redefined methodology 

through the use of the powerful new Laminate 

Manager. The Laminate Manager helps users 

easily manage files, processes, and batch 

actions for the entire composite laminate. 

Internal refinements ensure that large projects 

are now able to be programmed and simulated 

in a fraction of the previous time.

A Decade of the 
Advanced Engineering Show
31st October – 1st November 2018, NEC Birmingham

Celebrating its 10th edition this year, Advanced Engineering continues 

to build upon its position as the UK’s largest annual gathering of 

OEMs and engineering supply chain professionals. With an expanded 

Connected Manufacturing show zone, and the launch of a new co 

located event, Nuclear Engineering, the 2018 show will certainly be 

no exception.

Join us this November to showcase your products and services 

in front of thousands of manufacturing decision makers eager to 

source solutions for design, test & inspection, production, assembly, 

automation, materials processing, and more…

We will be there!  ID : Production Engineering for 

Professionals – See us on stand Q70

New VERICUT version on display
CGTech will demonstrate the new version of VERICUT® CNC machine 

simulation and optimisation software at Advanced Engineering 

2018, stand R45.

XYZ takes advanced engineering

XYZ Machine Tools attendance at the Advanced Engineering 

Show (Stand CM40) at the National Exhibition Centre over the 

31 October - 1 November 2018, will highlight the high level and 

diverse range of machine tool technology available.

www.cgtech.co.uk

www.xyzmachinetools.com
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The Advanced Engineering Show will be an 

opportunity for visitors to experience these 

brands; Cutting Solutions by CERATIZIT, Komet, 

Klenk and WNT. Each are market-leaders, but 

are now being brought together to deliver a 

much wider range of products, technical know-

how and customer support. This combination will 

take customer support and technical excellence 

to new levels and, for UK & Ireland-based 

customers they will be under the auspices of 

CERATIZIT UK & IRELAND Ltd.

Cutting Solutions by CERATIZIT is an innovator in 

the development and manufacture of innovative 

cutting tool solutions covering indexable insert 

and solid carbide tooling. Customers range 

from OEMs in the automotive, aerospace, power 

generation and rail industries, down through their 

supply chains. Throughout its 95-year history the 

development of hard materials for cutting tool 

and wear resistance applications has been at the 

heart of the company’s innovative strategy.

Komet is a technology leader in the area high-

precision drilling, reaming, milling, threading and 

mechatronic tools. Like other group members 

it has thrived through innovation and quality, 

which has placed it at the forefront of developing 

solutions that are tailored for individual customer 

requirements, as well as fulfilling the needs of 

customers that require high-quality premium 

cutting tool products throughout every stage of 

the machining cycle. 

WNT provides customers with industry leading 

customer service through its European network 

of distribution and technical sales subsidiaries. 

WNT operates in a unique way to ensure 

that its customers are kept at the forefront of 

metalcutting efficiency, providing next day 

delivery on any of the more than 55,000 items 

in its range, the largest selection in the industry.  

Klenk is focussed primarily on the aerospace 

sector, where it leads the way in rotary 

cutting tools for drilling, milling, reaming 

and countersinking applications. Many of its 

products are custom-designed for individual 

customers around the world, where it applies its 

specific knowledge of machining materials such 

as carbon fibre, titanium, aluminium and steel.

The Ceratizit Group is world-renowned for 

the development of innovative cutting tool 

solutions that keep its customers ahead of the 

competition. This is particularly true for the 

aerospace sector, where products such as its 

latest insert grade 5240 is ideal for the machining 

heat resistant alloys. Across the board, whether 

it be indexable insert tooling, solid carbide 

mills, drills and taps that have been specifically 

developed for aerospace materials such as 

titanium. Productivity gains are at the heart of 

all these developments and the combination 

of high-performance cutting tools, along with 

industry leading service levels and technical 

support, ensure that Ceratizit Group customers 

remain competitive in an increasing demanding 

manufacturing environment.

“Bringing these four competence brands 

together under the single umbrella of the 

Ceratizit Group will deliver significant advantages 

to customers, as they can now engage with one 

of the most diverse ranges of cutting tools and 

workholding from a single point of contact. 

Customers can also be confident that the 

already excellent levels of customer support 

and logistics that they have grown accustomed 

to will continue to develop, ensuring maximum 

productivity and cutting tool performance,” Tony 

Pennington Managing Director, Ceratizit UK & 

Ireland.

The power of four 
Competence brands come together

CERATIZIT Group has brought together four of the World’s leading competence brands to consolidate 

and enhance its support for customers from across the engineering manufacturing spectrum. 
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www.ceratizit.com

www.kometgroup.com

www.wnt.com

www.klenk-tools.de
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The technology ensures that deburring, 

descaling, edge breaking, surface finishing 

and superfinishing of components is carried out 

automatically to a high degree of repeatability 

that is unattainable by manual processing. At 

the same time, parts can be degreased, rinsed, 

dried and pretreated for anodising, chemical 

blacking or painting.

People in any industry who are currently finishing 

their components by hand are invited to log on 

to www.vibratoryfinishing.co.uk/cost-calculator.

html to find out how much this repetitive and 

unpopular job is actually costing them and how 

much could be saved by automating the process.

More than 120 machines are available 

for inspection at the supplier’s Bletchley 

headquarters, which houses a showroom, 

technical centre and demonstration facility. 

PLC dosing of additives, water metering and 

recirculation, automatic parts separation, drying 

and acoustic suppression can be supplied with 

the machines. In stock also are over 70 tonnes 

of the main consumable items, which run to over 

6,000 varieties including ceramic and porcelain 

media, detergents and other compounds. 

PDJ Vibro can provide free process advice, 

which takes into account the number of 

parts to be finished per batch, frequency of 

production, drainage and noise issues, the size 

of components and how vulnerable they are to 

damage by impingement. Finishing trials and 

sample processing are also offered, along with 

flexible payment and buy-back solutions. 

If funding is not available for machine purchase, 

the company recommends its 24/7 subcontract 

finishing capacity. A collection and delivery 

service is provided, but customers can arrange 

their own transportation if preferred or even wait 

for the parts to be ready.

Designed for mass processing of small to 

medium sized components, the company’s main, 

high-end vibratory bowl range has chamber 

sizes from 7.5 to 6,000 litres. Alternatively, three 

competitively priced, entry-level models have 

process chamber capacities of 300, 150 and 75 

litres. They are priced at about 25 per cent less 

but are nevertheless built to a high specification, 

having a durable, stress relieved bowl with cast 

polyurethane lining driven by a heavy-duty, 

three-phase electric motor. 

Rectangular troughs are available in 13 sizes with 

capacities from 22 to 2,200 litres. They are the 

preferred choice for finishing larger prismatic 

items and those made from flat sheet metal as 

well as delicate components that are susceptible 

to impact damage.

Automated Finishing Improves 
Efficiency And Consistency

Vibratory finishing specialist PDJ Vibro will promote its comprehensive range of new and 

refurbished bowls, barrels and high energy centrifugal equipment, as well as the vast range of 

consumables on offer and the company’s repair and subcontract finishing services. 

IDAdvanced Engineering 2018

www.pdjvibro.co.uk
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Elesa at the Advanced Engineering Exhibition
The Elesa stand at this year’s Advanced Engineering Exhibition focuses on specialist equipment and design 

considerations. These include their new wireless position indicators and hygienic design levelling feet, as well as 

their ELECOLORS* program for matching components to customer colour schemes.

OPEN MIND Technologies will present the latest version of hyperMILL 

CAD/CAM suite on Stand F20. 

The new Elesa DD52R-E-RF is a wireless spindle 

positioning system, designed for an efficient 

manual spindle positioning, consists of UC-RF 

control unit and, up to 36 electronic position 

indicators DD52R-E-RF (Elesa Patent).

Most often, machine setup is performed 

manually by means of traditional mechanical 

indicators coupled with handwheels or crank 

handles, following a specific list of set-up 

parameters.

The new electronic position indicators DD52R-

E-RF are networked to UCRF control unit via 

radio frequency (RF). This system is particularly 

suitable for applications that require frequent 

format changes, facilitating the correct 

adjustment of the target/current position of 

the machine parts, also representing a safety 

system. PLC control does not allow the machine 

to start the production cycle, thus avoiding 

production issues.

The new levelling feet series Hygienic Design 

(LM-HD-SST, LM.F-HDSST) including 

screws and nuts (NTHD-SST) are suitable for 

environments where a high degree of hygiene 

management is required and they are certified 

3-A by Sanitary Standard, Inc. that promotes 

food safety and public health.

Furthermore, the execution with holes for ground 

mounting is certified according to the EHEDG 

guidelines (European Hygienic Engineering & 

Design Group).

Among its over 40,000 product codes available 

in stock, Elesa offers an extensive selection of 

standard components, in the ELECOLORS* 

chromatic range: orange, grey, yellow, blue, red 

and black.

Livelier colours than the traditional grey and green 

“Reseda”, typical of the mechanical industries of 

the past, these are now accepted and requested 

by a growing number of sectors. The reasons 

behind this new market requirement come from 

an aesthetics renewal process of machine tools 

and equipment that has transformed the design 

and requirements (not only technical) of the 

components. 

www.elesa.com

Latest hyperMILL®CAM Advances

The key focus for OPEN MIND will be the 

hyperMILL MAXX Machining performance 

package that will introduce highly efficient 

machining strategies for optimising the 

performance of your machine tool. 

 

hyperMILL MAXX Machining incorporates 

innovative methods for roughing, finishing and 

drilling. OPEN MIND has also been instrumental 

in developing the next generation of conical 

barrel cutting tools for the 5-axis tangent 

plane machining strategy. The increasingly 

popular conical barrel cutter has a large radii 

that enables correspondingly wide stepovers 

between tool paths. With regards to roughing 

strategies, OPEN MIND has also lived up to its 

reputation as a pioneer in 5-axis machining with 

the 5-axis trochoidal roughing strategy that is a 

unique machining task for quickly milling curved 

surfaces in a way that is very tool-friendly.

 

The Advanced Engineering show will also give 

the UK marketplace a first glance at some of 

the new innovations launched at the recent 

AMB Exhibition in Stuttgart. For instance; in 

the future, hyperMILL MAXX Machining will 

be available for 3D-optimised roughing as 

well as for turning. Meanwhile, 5-axis tangent 

machining is available for corner filleting. This 

function guarantees simple radius programming 

at surface boundaries.

 

If you want to learn more about what is possible 

with hyperMILL®, please visit our stand F20 at 

Advanced Engineering 2018.

www.openmind-tech.com
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Versions with additional electric drive and support 

feet are available for die weights up to 32 tonnes, 

further increasing versatility and stability. The height 

can be adjusted by ± 60 mm to compensate for any 

unevenness of the floor. An automated changing 

station is included to manoeuvre the new die onto the 

press table in a linear motion and push the existing 

die out of the machine to the rear, shortening set-up 

times further.

Online configurator

Promoted also at Euroblech will be Roemheld’s 

new, online configurator for simplifying the 

process of ordering roller and ball bars and 

ensuring short delivery times. Accessible via the 

company’s website at www.roemheld-gruppe.de/

productconfigurator/?lang=en, it is optimised for 

use on smartphones and tablets and an app is being 

developed for Android and Apple devices.

EuroBLECH 2018
From 23 – 26 October 2018 the 25th International Sheet Metal Working 

Technology Exhibition will open its doors again in Hanover, Germany

As the world’s leading exhibition for the sheet metal 

working industry, EuroBLECH every two years is the 

must attend event in order to discover the latest 

trends and machinery in sheet metal working. 

Visitors to this year’s show can expect the complete 

spectrum of intelligent solutions and innovative 

machinery for modern production in sheet metal 

working which are being presented in form of 

numerous live demonstrations at the exhibition 

stands.

Currently, the digital transformation is playing a 

major role in the sheet metal working industry. 

Innovations in the field of production control and 

predictive maintenance are changing the entire 

sheet metal working technology chain; automated 

manufacturing ensures faster production 

Four different configurations of transport cart, which 

are used to manoeuvre large loads such as heavy 

moulds and dies ergonomically, will be presented 

alongside carrying consoles that facilitate insertion 

into a press. In evidence also will be ball bars and 

roller bars that allow dies to be smoothly guided and 

positioned over tables and other surfaces.

Serving further to minimise set-up times in 

metalforming are Roemheld’s extensive range 

of cost-effective die clamping and die changing 

products as well as hydraulic, mechanical, 

electromechanical and magnetic clamping 

elements. Systems can be configured for efficient 

die handling using a combination of new wedge 

clamps and the appropriate hydraulic supply. 

Changing carts

Dies weighing in excess of 1.5 tonnes can be 

manoeuvred with the changing carts. The models 

exhibited will be the manually operated RW series 

designed to carry loads up to 500 kg or 1,000 kg, 

and the electrically-driven RWA cart for a maximum 

load of 1,600 kg. 

All versions feature extensive safety equipment 

including an automatic docking station with slip 

protection. With the cart connected to the station, 

dies can be effortlessly guided and positioned 

on the changing table via ball inserts, which are 

lowered during docking to prevent slipping. Height 

of the changing table can be adjusted hydraulically. 

An optional auxiliary drive is available for the manual 

carts, allowing a travel speed of 2 km/h. Speed of 

the RWA cart for heavier dies can be steplessly 

adjusted up to a maximum of 5 km/h. Powerful and 

durable batteries supply the power.

Carrying consoles

Heavy dies that have been transported by crane or 

forklift truck can be manoeuvred quickly onto the 

press table with Roemheld carrying consoles. The 

dies are placed onto the consoles and from there 

inserted via integrated transport bars. Versions with 

or without drive are available, depending on die 

weight.

Attachable carrying consoles that can be suspended 

from hooks are available for loads up to 250 kN, 

allowing versatility of use and easy retrofitting. 

Swivelling consoles for loads up to 60 kN are 

recommended if space is restricted in front of the 

press. They are fixed securely onto the press table 

and can be folded flat against it when not in use.

The standout machine is a new model of the 

OPTIPLEX 3015 6kW DDL (Direct Diode Laser), a 

high-speed and high-accuracy machine that offers 

laser users a step-change in cutting performance.

The OPTIPLEX 3015 is equipped with a powerful 6kW 

DDL resonator, ideal for cutting medium and thick 

sheet metal. The resonator, the most advanced of 

its kind, enables fast-cutting of stainless steel and 

aluminium and is up to 15 per cent faster than its 

6kW Fibre equivalent. This highly efficient machine is 

also available as part of the OPTIPLEX 4020 series. 

Most importantly, the new DDL machine delivers 

stable cutting for both thin and thick material, due 

to the use of Beam Diameter Control, along with 

Intelligent Monitoring Functions (IMF) and Intelligent 

Set-up functions (ISF) - all of which combine to 

produce unsurpassed productivity of circa 15 per 

cent compared to 4kW machines.

In addition, the DDL delivers the highest levels of 

cutting quality, particularly with thick mild steel, 

utilising its large cutting sweet-spot to deliver a 

smooth cut edge. The DDL is equipped with a multi-

control torch and new MAZATROL PreviewG. 

Alongside the DDL will be the new FG-220 DDL 4kW, 

a new Direct Diode Laser version of the company’s 

highly popular tube and pipe cutting machines. The 

new machine is designed for maximum productivity 

utilising high-speed approach piercing to improve 

cutting speeds on both thin and medium-thick 

material by up to 20 per cent compared to CO2 

lasers.

The new FG-220 DDL is able to cut highly reflective 

material, such as copper and brass and is ideal for 

cutting long structural material, including round, 

square and rectangular pipe, along with H, I and L 

beams.

The FG-220 DDL is designed for maximum ease of 

operation, with features including Quick Programme 

Restart and reduced running costs due to its lower 

resonator, reduced chiller unit energy consumption 

and the fact that no laser gas is required. The laser 

machine is equipped with the Mazak FX CNC.

Also, on the stand will be 10kW and 8kW versions 

of the OPTIPLEX FIBER III lasers. Specifically, the 

8kW version is equipped with a Mazak Smart Cell 

automation system, developed to compliment 

machines in the Mazak laser portfolio. 

The Smart Cell system has a small footprint and 

compact layout along with an ergonomic design 

for improved access and ease of operation. The 

automation cell can be programmed offline and, 

when in operation, offers detailed reporting of 

production status and operation, automatic parts 

separation detection and dynamic kinetics to 

calculate weight and optimise speed.

Most importantly, Smart Cell offers an Industry 

4.0 ready solution for laser users and has an open 

interface to aid further expansion, along with an 

option for a robot solution.

The final machine on the stand will be a 6kW 

OPTIPLEX NEXUS 3015 FIBER, equipped with a 

Fasani CST automation system.

The 3015 FIBER is equipped to deliver higher 

productivity when cutting stainless steel and 

aluminium, and is also capable of thicker mild steel 

nitrogen cutting. The machine is equipped with 

a range of monitoring and control functions that 

improve productivity and cut quality, including stable 

beam cutting from thin-to-thick with beam diameter 

control; optimised cutting with the Intelligent 

Monitoring Function and reduced set-up times with 

the Intelligent Set-up functions.

The machine is equipped with a CST automation 

system, which consists of a single tower mounted 

above the laser bench, with a maximum of 13 

separate drawers for the loading of raw material 

and the unloading of processed workpieces. The 

automation system uses a suction system to load 

and unload workpieces with a maximum load 

capacity of 3,000kg per drawer.

Gaetano Lo Guzzo, Director Laser Business Europe 

at Yamazaki Mazak, commented: “EuroBLECH is 

the pre-eminent laser trade show in Europe and 

we are proud to be bringing an outstanding range 

of new machines and equipment to the Hannover 

Messe. Our theme this year is speed, specifically 

new technology, such as the OPTIPLEX DDL with its 

powerful 6kW resonator, and the ability to combine 

laser cutting technology with automation solutions, 

to provide an integrated cutting and machine 

handling solution that can take productivity to the 

next level.”

For more information on Mazak’s range of laser 

cutting machines, please visit: www.mazakeu.

co.uk/euroblech 

New Equipment For Rapid Handling Of Tools

Mazak Takes Five Lasers And Two 
Automation Solutions To EuroBLECH 

Systems for quick and safe changing of heavy tools will be unveiled by 
the Roemheld Group at Euroblech 2018. 

Yamazaki Mazak is taking five state-of-the-art laser cutting machines and 
two automation solutions to EuroBLECH 2018.
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processes. At EuroBLECH 2018, visitors will have 

the opportunity to find solutions and business 

partners in order to integrate these systems into 

their manufacturing processes. Around 1,550 

exhibitors from 40 countries will present these new 

technologies as well as conventional machines for 

sheet metal working.

 www.euroblech.com

www.roemheld.co.uk
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The company is set to present a range of 

digitally connected applications for sheet 

metal processing that are designed to make 

manufacturing processes simpler and more 

efficient. “As they become increasingly 

autonomous, our machines are taking on more 

tasks and making life easier for the people who 

work with them. But you can only unlock these 

benefits with a connected, intelligent production 

environment. That’s what enables us to achieve 

productivity gains and secure our customers’ 

competitive edge – and artificial intelligence 

is the key,” says Heinz-Jürgen Prokop, Chief 

Executive Officer Machine Tools at TRUMPF. 

Prokop notes that there is now little to be gained 

by striving for ever higher laser power. Instead, 

the focus should be on connected machines 

and the processes that occur upstream and 

downstream from the actual production process. 

Combined with intelligent data analysis, he 

argues that this is where the biggest productivity 

gains can be achieved.

Assistance systems makes processes more 

reliable

TRUMPF has already laid the foundations for 

the autonomous factory by including numerous 

assistance systems in its machines. One 

example that makes cutting processes more 

reliable is Smart Collision Prevention. This 

function’s programming already takes account 

of tilting parts and then develops a processing 

strategy in its calculations to avoid collisions 

with the cutting head. More and more machine 

functions now control processes autonomously. 

One example is Smart Nozzle Automation, a 

function that periodically inspects the nozzle 

and automatically replaces it if it is damaged. 

And that’s not the only milestone on the path 

toward autonomous laser cutting that TRUMPF is 

showcasing at this year’s Euroblech in Hannover. 

Self-learning machines

The fully automatic TruLaser Center 7030 laser 

system takes the whole concept of autonomous 

machines to the next level. From programming 

to part sorting, everything it does is completely 

automated. “We’ve already started using 

intelligent data analysis to improve the processes 

executed by this machine. By incorporating 

customer feedback in the form of data, our aim 

is to steadily perfect the entire system. Artificial 

intelligence is the next stage of Industry 4.0,” 

says Thomas Schneider, who heads up machine 

tool development at TRUMPF. A good example is 

the machine’s unloading unit. The pins that lift the 

sheet out of the scrap skeleton are designed to 

ensure efficient and reliable part removal using 

suction cups. If the pins fail to get it right the first 

time around, the machine initiates a new part 

removal cycle on its own, without requiring any 

intervention. It then repeats this cycle as many 

times as necessary until it works. The machine 

processes and assimilates each of these retry 

attempts and learns from them. 

Smart factory, intelligent logistics  

TRUMPF will also be presenting a connected 

intra-logistics solution at Euroblech, something 

that TRUMPF has already tested successfully at 

its Industry 4.0 showcase factory and at selected 

customer locations. The solution improves the 

logistics processes that run on the shop floor, for 

example the routing of parts from one processing 

station to the next. “Customers participating in 

our product testing program have sometimes 

made five-figure savings by deploying our 

indoor localization system,” says Schneider. 

“It enables them to reduce search times and 

prioritize jobs in an intelligent fashion.” This is 

steadily becoming more important because 

batch sizes are shrinking and sheet metal 

fabricators are increasingly struggling to keep 

track of jobs throughout the entire production 

process. At the same time, the sheet metal 

fabricators’ customers want to know what stage 

their order has reached – a level of transparency 

they have come to expect from doing business 

online. The indoor localization system enables 

TRUMPF customers to manage their production 

processes more efficiently and satisfy their own 

customers’ expectations.

Lantek Analytics is part of Lanteks Synergy 

concept and analyses both customer and 

manufacturing KPIs (Key Performance Indicators). 

The modules come with a set of standard KPIs 

which have been developed by Lantek through 

consultation with companies in the industry to 

meet the vast majority of requirements. However, 

customers can still specify additional KPIs to 

suit their individual business needs, tailoring the 

software to their requirements where necessary.

For Lantek Customer Analytics, KPIs include 

the percentage of accepted quotes, the best 

customers by accepted quotes and margins, 

deviation from estimated costs and the history and 

location of quotes. Lantek Manufacturing Analytics 

KPIs include availability of equipment, OEE, parts 

produced and percentage of good parts over a 

specified period, percentage of remnants over 

total raw material, stock status and weight of 

parts produced.  A virtual model of the workshop 

and working practices fit this information analysis 

exactly to each individual manufacturer.

The Lantek Analytics software has been designed 

to be plug and play for the majority of companies, 

minimising installation and disruption and ensuring 

a rapid learning curve so that engineers and 

managers can benefit from the information very 

quickly. To further simplify installation, security 

and maintenance of the software, it resides in 

the cloud. This offers some significant benefits 

as it removes the need for costly hardware and 

the know-how necessary to keep it secure and 

operational.  All these aspects of the system are 

taken care of in the cloud with military grade data 

security, updates to the system automatically 

implemented and access possible from anywhere 

in the world.

With Lantek Analytics, companies can keep 

track of performance as it happens, and use the 

information to make decisions on changes to sales 

strategies, production processes and investment 

in new equipment based on facts and, in addition, 

have the ability to predict future performance.

To bring customer and supplier closer, two 

new products Metalshop and iQuote make it 

possible for sheet metal companies to respond 

automatically to quotation requests online and 

for their sales teams to quickly prepare budget 

prices.

Metalshop is the web interface which enables 

customers to login and submit a request for 

quotation and place an order online, uploading 

all the information about material, quantities, 

required delivery dates, delivery methods and 

most importantly the geometry of the part itself. 

This request then sets in motion a series of 

automated queries within the Lantek software 

through the iQuote App, for example, the cutting 

times, the cost of material, stock levels and the 

margins to be applied. Queries to Lantek MES 

check the levels of work already going through 

the workshop and schedule cutting and other 

operations and outsourced operations to meet the 

required delivery date. As part of the process, the 

iQuote App checks for anomalies in the data such 

as bad CAD data and zero weight of part, creating 

an alert for user intervention so that an engineer 

can resolve the problem with the customer.

This technology automates all of the quotation and 

ordering process, delivering accurate quotations 

to the customer in a matter of minutes and then, 

with Metalshop, going on to automate order 

confirmation, release of the order to production, 

and finally, delivery and invoicing, all through a 

web interface. Where there is an anomaly in the 

information engineers will be alerted so that skilled 

intervention will only be required in exceptional 

circumstances.  

The iQuote App is also designed be used on its 

own as a rapid way for a manufacturer’s sales team 

to get prices for their customers, making it ideal 

where large volumes of quotations are required. It 

uses all the same mechanisms for cost queries as 

it does when combined with Metalshop, but needs 

confirmation from the final client before the sales 

person accepts the order and transfers it to Lantek 

MES for manufacture. 

With Lantek’s software sheet metal manufacturers 

will be able to build up a much closer relationship 

with their clients by tailoring their responses 

for the optimum results while making it easy to 

do business and, at the same time, maximise 

production performance and profitability with 

minimum effort. With Lantek, Metal Digital 

Transformation technology Industry 4.0 is now 

a reality with substantial benefits for companies 

making the move.

TRUMPF ushers in new era 
of autonomous factories

TRUMPF will be showcasing numerous solutions for autonomous factories at Euroblech 

2018 in Hannover (Hall 11 - stand numbers B94 and B48). 

Lantek presents three new advanced 
manufacturing products at EuroBLECH

Lantek, as part of its drive to increase efficiency, productivity and profitability through its Metal Digital Transformation 

technology is introducing three new products specifically aimed towards the sheet metal and fabrication industries.  

Page 52  -  October 2018  -  industrialdirector.com industrialdirector.com   -  October 2018  -   Page 53

www.trumpf.com

www.lanteksms.com
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Tweet Tweet
A little birdy told me...

This months top finds by your ID team, interesting, informative and some just for fun!  

If you have an eagle eye, keep a look out and send your favourite tweets to via twitter 

@LJcunningham or email info@industrialdirector.com

Disclaimer : MSL Media Ltd or Industrial Director Magazine claim 

no ownership of the content of these links quotes and tweets and 

have no affiliation with those mentioned.

Less than a month before the world’s largest sheet metalworking 

show opens. Don’t put off registering for this event! https://bit.

ly/2xvjuU7  #EuroBLECH2018

Becky Beacham – Production Manager, and Ryan Woodward 

– Team Leader of @TruturnEng. Delighted with their seventh 

#CitizenCNC machine. The latest one is built and configured with 

#LFVtechnology and has eradicated swarf issues and improved 

tool life. #UKmfg https://bit.ly/2vEpY2R 

@LVDCompanynv

@CitizenCNC
Interested in finding out how you can access up to €60,000 of 

IoT funding? Why not come to a free IoT awareness workshop 

on 11th October at the MTC if so? http://ow.ly/qOIM30lXtFF  

#InternetofThings #Digital #Awareness #Ukmfg

Do you find yourself managing too many suppliers? If so, visit 

MSC at @advancedenguk to discover how we can remove 

stress from your day with our one-stop-shop solution to all your 

#Manufacturing needs. Read more: https://bit.ly/2OKa3aA  

#AEUK18 #ukmfg #Metalworking #EngineeringUK

@the_MTC_org

@MSCIndSupply
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