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Now available in the UK the XYZ ROBO-TEND, 
mobile robot automation for milling and turning.
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Founder Competition – Digital Innovations
Everyone is talking about artificial intelligence, smart data, cloud computing and 

augmented reality. The “second wave” of digitalisation and the wide range of 

start-ups are evidence that the spirit of invention unleashed by digitalisation is 

still very much alive.

It is also demonstrated by the start-ups which received awards from the BMWi at the EMO 

in Hanover. Their innovative ideas cover a whole range of areas such as corporate energy 

management, industrial production, the manufacture of custom-made blood vessel 

prostheses, the secure networking of devices in the Internet of Things or the fashion sector.

Total prize money of over 300,000 euros was awarded to 21 new businesses from the digital 

industry. Six teams each received a main prize of 32,000 euros, with 15 further start-up 

teams receiving prize money of 7,000 euros each. In addition, the special “Digitalisation 

in Production” award was also presented, with prize money of 10,000 euros. In addition to 

the prize money, the winners benefit from individual coaching and mentoring through the 

“Founder Competition - Digital Innovations” network of experts.

Of the six main prize-winning teams, the etalytics start-up from Darmstadt had two reasons 

to celebrate: in addition to the main prize, it also took the “Digitalisation in Production” special 

prize. etalytics uses its AI-based cloud software to support industrial companies in making 

their energy management more sustainable, and thus reducing energy costs. 

The five other award-winning teams in the main category were qbound, Pattarina, Peerox,  

PerAGraft and sentin.

www.bmwi.de 

EMO Hannover 2019 an open 
window to the future
EMO Hannover 2019 closed its doors following a six-day run. From 16 to 21 September, 

approximately 117,000 production specialists from 150 countries convened at the world’s 

leading tradeshow for the metal-working industry. “This EMO Hannover 2019 built on the 

success of our boom year in 2017,” reported EMO General Commissioner Carl Martin Welcker. 

He continued: “In the context of subdued economic expectations over the past several months, 

the moderate decline in attendance has to be viewed as a success. We are particularly 

delighted at the further increase in the percentage of foreign attendees.” The mood in the 

halls was positive, with many exhibitors pleasantly surprised at the high volume of visitor traffic 

at their stands. “EMO Hannover has once again proved solid as a rock, providing clarity for the 

further development of production technology, even in uncertain times,” Welcker added. Its 

trademarks included a strong international character, a high caliber of visitors and exhibitors, 

and an amazing wealth of innovations and new products, he stressed. As the world’s leading 

metalworking fair, it was the “place to be”.

“Against all expectations, we can wrap up EMO Hannover 2019 on a positive note. The fair is 

attractive for the entire international production technology community and has confirmed 

there is still demand for capital investment in the marketplace. In spite of all the political 

turmoil, this trade fair has revealed that industry is actively addressing the challenges of 

the future and is determined to make its contribution as a problem solver,” concluded EMO 

general commissioner Carl Martin Welcker.

www.emo-hannover.de

Collaboration in Hybrid 
Additive Manufacturing
Matsuura Machinery Corporation and Emuge-Franken 

group, announced at EMO that they will collaborate 

initially for 3 years with the development of tooling 

solutions for the Hybrid Additive Manufacturing 

market.

To offer tangible benefits for the customer in Additive 

Manufacturing Matsuura utilises a combination of traditional 

subtractive machining with powder bed additive manufacturing 

in one machine, as is offered on the LUMEX Hybrid Additive 

Manufacturing machine platform. This creates new demands 

on the tooling used and requires new geometries, tool 

materials or coatings

Hybrid Additive Manufacturing is a process in which selective 

laser melting in the powder bed is combined with subtractive 

3-axis high-speed milling in a single machine. On the one 

hand, this achieves significantly higher accuracies and surface 

qualities than are possible with conventional laser melting 

in the powder bed. On the other hand, zero point definition 

through machine-integrated spindle coordinate systems 

makes it possible to generate high-precision reference and 

clamping surfaces for the downstream process chain. This 

results in a minimization of the downstream process chain, 

especially for tool and mold making, rapid prototyping or small 

series production.

www.matsuura.co.uk
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Huge Success for ITC
Making its EMO debut, the Tamworth cutting tool 

manufacturer demonstrated to the European 

audience at EMO why ITC is a leading brand in the UK. 

Show visitors certainly admired the innovations with 

significant enquiry and order numbers resulting from 

ITC’s first venture to Hannover. 

Already boasting an extensive European footprint with 

distributors on the continent, ITC was also aiming to use the 

show as a launchpad to expand its pan-European distributor 

base, a goal that was achieved with a high number of reputable 

agents and distributors keen to have the UK brand as part of 

their portfolios.  

The diversity of the product portfolio demonstrated at EMO 

also impressed stand visitors with an all-encompassing suite 

of milling tools that included everything from square, ball 

nose and radius tools of unfathomable dimension, geometry 

and coating choices. Additionally, the exceptional variety 

of chamfer tools, countersink, thread milling, drilling and 

reaming products provided a balanced solution for all industry 

sectors; a factor that attracted the European manufacturers at 

the show. 

www.itc-ltd.co.uk

WARD CNC Welcomes New Innovations 
The recent EMO exhibition in Hannover proved a resounding success 

for Ward CNC, as the machine tool specialist used the European 

machine tool show to introduce customers to the latest innovations 

from its machine tool partners.

Exclusively representing brands such as Axile, Hankook, Hartford, Hyundai-Wia, 

Pinacho, Soraluce, Takisawa Japan and Takisawa Taiwan in the UK, each of these 

exciting brands introduced a plethora of new technology at the EMO show. To 

absorb the overwhelming launch of new innovations, members of Ward CNC’s 

Management Team attended EMO to gather the latest information and insights 

from the respective partners. Simon 

Whitworth, Managing Director; 

Stephen Bodsworth, Executive 

Director and Stuart Lawson, 

the Head of Strategic Accounts 

& Projects were all at the event to 

discuss opportunities with UK engineers 

and the feedback was extremely positive.

www.wardcnc.co.uk

Engineered to master precision
Two GF Machining Solutions product the AgieCharmilles FORM X 400 die-

sinking Electrical Discharge Machining (EDM) machine and the System 3R 

WorkPartner 1+ (WPT1+) compact part and electrode changing robot—came 

together as one complete solution during live application demonstrations at 

EMO Hannover 2019.

Visitors to the GF Division’s stand discovered how the FORM X 400 masters 

temperature fluctuations to guarantee very high precision. The result: superbly 

precise machining of complex applications where there was no room for error. 

Adding value-boosting autonomy 

was the WPT1+ compact part and 

changing robot, modularly designed 

for easy adaptability to customers’ needs. 

Together, these two solutions underscored GF 

Machining Solutions’ EMO Hannover 2019 theme, “Connected to your needs.”

www.gfms.com/com/en.html
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Maja Foster Heads Software 

Specialist’s Global Marketing 

Hexagon Manufacturing Intelligence has appointed 

Maja Foster as Global Marketing Director of its Production 

Software business.

Joining the company after seven years at machine tool manufacturer 

Mazak, including the last three as European Marketing Manager, Maja brings a wealth of 

metalworking industry experience to her new role, in which she will be setting marketing 

strategies for all product lines under the Production Software umbrella.  

In addition to the marketing responsibilities, Maja will also lead Product Management, a 

specialist team whose tasks include gathering market intelligence, performing market 

analysis and defining future product content and direction.   

Steve Sivitter, CEO of Hexagon Production Software, commented: “Maja’s experience, along 

with her passion for manufacturing, made her a perfect fit for a role that consolidated both 

marketing and product management functions. We’re really excited having her as part of our 

senior management team leading critical parts of our business.”

Away from the office, Maja is a self-confessed petrol head with a passion for Formula 1, and 

driving fast, modern cars. 

www.hexagonmi.com

A Horse Shoe in for 
Future Success
FANUC UK has shown its support to European 

dressage competitor, Maddie Frewin, for the fourth 

consecutive year.

Maddie Frewin, 16, has been riding 

horses for over a decade, and earlier 

this year competed for Great Britain 

at Exloo CDI, at which she achieved 

the top GB score for the year, gaining 

in excess of 70% in the individual test 

and placing fifth in a tough field. Understandably, her ability 

and confidence on a horse has attracted the attention of 

FANUC UK, an industrial automation solutions company.

Steve Capon, Technical Manager at FANUC UK, comments: 

“Passion, enthusiasm, and drive are qualities which FANUC UK 

prides itself on, and Maddie possesses these in abundance.”

The fact that Maddie engages with her passion for horses, 

while attending school and completing her GCSE exams, 

makes her success all the more impressive. With Exloo CDI on 

the horizon, Maddie’s continued involvement in international 

competitions presents an exciting future.

www.fanuc.eu/uk/

Rockwood Composites announce 
50%  increase in its workforce 
The addition of the new machinery and workforce will enable higher production 

levels of components and tooling, to meet growing demands from a diverse range 

of customers. This will open further opportunities in the aerospace, defence, 

fusion energy, cryogenics and composites sectors.

Mark Crouchen, Managing Director of Rockwood Composites, said: “By increasing our 

workforce and our capacity we can ensure a continuing supply of complex, bespoke 

components to our customers and maintain the highest possible level of customer service.” 

Mr Crouchen added: “The composites industry, particularly the aerospace sector, is 

experiencing rapid growth, and we are seeing this with more enquiries and more orders. 

We consistently reinvest in Rockwood to ensure we continue to supply our customers with 

dedicated engineering support so that they can fully benefit from the 

unique advantages of compression and bladder moulding.”

www.rockwoodcomposites.com

Turnover continues its positive 
trend  at XYZ Machine Tools
XYZ Machine Tools has reported that the first quarter 

of its 2019/2020 financial year has continued the 

strong positive growth in turnover that saw it post 

record figures for its year ending April 2019.

The first quarter has seen turnover rise by over six per cent 

with sentiment in the market remaining strong across the 

company’s product range. “This continued growth is extremely 

encouraging for us as a business as we have seen reports that 

others are finding the current situation, with Brexit uncertainty, 

challenging,” says Nigel Atherton, Managing Director, XYZ 

Machine Tools. “Our introduction of machines such as the 

LR range of machining centres and five-axis machines have 

opened up new opportunities for us with customers who may 

not normally have been typical XYZ customers. Our ongoing 

challenge is to maintain this momentum, which will be helped 

by new products such as our ROBO-TEND machine tool 

automation system, that is already generating significant 

interest.”

www.xyzmachinetools.com

JJ Churchill investment for six-
fold increase in tooling
Precision engineering firm JJ Churchill has announced that it has increased six-

fold the space for its Tool Room Division. The factory has a range of state-of-the-

art and traditional equipment to design and produce from first principles some of 

the most complex fixtures in a new, purpose-built facility.

This initiative has freed up a lot of space which is now being devoted to the production of 

aerospace components, including the £70million contract with Rolls Royce announced at last 

year’s Farnborough Air Show. 

JJ Churchill Design Engineer Matthew Smith said: “The most technically challenging problems 

in machining can be found in the design and production of fixtures for complex aerospace 

parts. And that’s what we do at JJ Churchill – we focus on ‘sticky niches’, problems where the 

first reaction is ‘that can’t be done’. But we do it day in day out, producing fixtures that enable 

the company to hit our manufacturing schedules. We are continuously 

ramping up to meet the needs of our growing business.”

www.jjchurchill.com
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The Magnificent 
Seventh 
With a new blisk and impeller machine making its 

public debut, complemented by a host of technology 

developments and demonstrations on a range of machines 

and ‘partner’ workstations featuring innovative production and 

manufacturing technologies, this year’s Starrag’s Turbine Technology Days – the seventh in 

the series – left a record number of visitors (from 18 countries) with plenty to think about in 

terms of world-class manufacturing of turbine blades, blisks and engine casings.

While the spotlight was firmly on the new Starrag NB 151 for the machining of impellers 

and blisks of up to 600 mm diameter and weighing 300 kgs, there was a range of other on-

machine presentations that also caught the eye. These were showcased alongside several 

workstations featuring the latest in tooling, toolsetting and tool management, CNC system 

technologies, CAD/CAM and inspection routines, as well as in-process grinding.

Colin Sirett, chief executive of the Sheffield-based Advanced Manufacturing Research 

Centre with Boeing - the keynote speaker at the two-day event at Starrag’s headquarters in 

Rorschach, Switzerland.

www.starrag.com

Largest EMEA order 
Weerg pushes the accelerator and sets a new record. 

Just over three months after the launch of the new HP Jet 

Fusion 5210 series, the Italian e-commerce company that 

offers CNC and 3D machining, has acquired 6 3D industrial 

printers, 3 of those were already operating at the Gardigiano 

headquarters. “This is, at present day the largest single order 

ever placed at EMEA level”, - confirms with pride Davide 

Ferrulli, Country Lead 3D Printing HP Italia. - “A record that we 

are pleased to share with a unique company like Weerg, with 

which we have been actively collaborating since its entry into 

additive manufacturing”.

www.weerg.com/en/

A Trio of Trumpfs 
A leading specialist in the design and manufacture 

of one-off and low-volume parts has installed three 

high-specification machines from TRUMPF, including 

a five-axis TruLaser Cell 7020 fiber. 

Birmingham Prototypes Ltd (BPL) has located all three 

machines at its new 20,000 sq ft facility in Birmingham, where 

they are helping the company keep pace with an expanding 

order book for sectors such as automotive and aerospace.

BPL has earned a market reputation for providing a one-

stop-shop service, taking parts from CAD through to final 

inspected products. It has invested heavily in its future, utilising 

technologies that include CADCAM suites, presses, CNC 

machining centres and the latest laser scanning inspection 

equipment. However, to meet ongoing customer demand, the 

company wanted more capacity for sheet-metal engineering 

and fabrication projects at its new facility.

“We’ve enjoyed 15 years of growth at Birmingham Prototypes 

and now have 20 employees,” states the company’s 

Operations Director. “Moving in 2019 to our new building with 

24/7 operating capacity is a reflection of our progress. We 

have witnessed increasing demand from our customer base 

and we are determined to grow with it.”

www.trumpf.com
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Compact Footprint 
and High Performance
Birmingham-based volume parts manufacturer, 

Falcon Engineering Productions Limited, has invested 

in a MecWash Solo 400 aqueous parts washing 

machine following several recommendations from 

Machine Tool Manufacturers.

Before investing in the 

MecWash Solo, Falcon 

used paraffin based 

cleaning to remove swarf 

and grease from the 

parts it manufactured, 

but decided to change 

from this method as it 

was time-consuming and 

quite messy.

The company sought 

advice from a number of Machine Tool Manufacturers and 

MecWash was the name that kept on being mentioned, as 

Managing Director Laurence Foster confirms, “We spoke to a 

number of our contacts and they all recommended MecWash 

as the go-to company for cleaning and degreasing machines.

“We chose the MecWash Solo 400 due to its compact footprint 

and its high performance wash capabilities and we have been 

extremely impressed with the results. The Solo achieves far 

higher standards of cleanliness than the previous method we 

were using which we are very pleased with.”

For further information about MecWash Systems 

Limited please visit www.mecwash.com

Hainbuch UK takes on Apprentice 
Cannock based workholding technology experts Hainbuch UK have taken on 

their first ever Apprentice, Jacob Machin from South Staffs College. Following 

completion of his BTECH Level 3 90 credit diploma in Engineering, Jacob will now 

join Hainbuch UK as their new Apprentice Technical Sales Engineer.

Hainbuch UK Managing Director, Nick Peter comments: “We are looking forward to seeing 

Jacob develop within the company and are proud to have been able to give a talented local 

Engineering student this opportunity. Being part of Next Gen Makers has enabled us to attract 

talent such as Jacob into the company and we now look forward to establishing stronger 

links to local colleges and giving back our expertise to help the next generation of engineers 

develop locally”.

www.hainbuch.com

Massive savings on spindle tooling 
Team Cutting Tools from CERATIZIT is delivering major savings to machinists with its 

latest special offer on spindle tooling from its Performance and Standard tools range.

 The offer includes a wide and diverse range of spindle nose tooling that is subject to a discount 

of 77% over standard list prices and is available to new and existing customers.

Adapter types included in the offer are SK 40, SK 50, BT 40, BT 50 and HSK 63, which can be 

supplied with choice of front end toolholding systems ranging from sidelock, ER collet, drill 

chuck, shell mill, hydraulic, and heat shrink styles. Accessories such as pull studs, coolant 

pipes and ER standard and precision collets are also included in the offer. 

www.ceratizit.com \ www.kometgroup.com \ 

 www.wnt.com \ www.klenk-tools.de 
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Visitors to See Machining Best Practice at 
Seco Tools’ Inspiration Event   
EDGECAM will highlight its very latest CAM capability and machining best 

practice, with a live demonstration of manufacturing an Inconel aero-engine disc 

at Seco Tools’ forthcoming aerospace Inspiration Through Innovation event.

It will be one of nine demonstrations from a range of Seco’s 

technical partners during the two day event on October 9 and 

10. Its focus: Cycle time reduction and achieving a superior 

surface finish.

Part of Hexagon’s Production Software stable, EDGECAM 

provides manufacturers with waveform turning and milling, B-axis turning and on-machine 

probing and inspection, CMM, SPC and factory simulation turkey services.    

Strategic Partnership Manager Wesley Tonks says a major challenge for manufacturers is 

verifying that their products are made correctly, according to exact specifications – both on a 

large and minor scale. “Machined from technically advanced materials, aero-engine discs are 

the solid core, attached to engine’s fan, compressor and turbine blades, usually by dovetail 

or fir-tree root. These complex and critical parts exhibit a range of demanding features, all of 

which have to be machined to the highest possible standards.

“Producing engine discs requires full understanding of those needs, and the ability to 

implement the most innovative cutting processes. On such complex items, ‘flash’ burrs can 

present a problem, as do edge-rounding and surface integrity in critical locations.”

www.edgecam.com

SCHUNK Adds to UK 
Sales Team 
As the competence leader in gripping systems, 

clamping technology and automation, SCHUNK has 

once again added to its UK team with the appointment 

of Jamie Lawrence.

 The new Area Sales Manager has 

been appointed to enhance the 

market presence of automation 

systems and applications in the 

South of the UK.

Joining the company in August 2019, 

Mr Lawrence will be responsible for supporting customers with 

a specific interest in gripping systems, robot accessories and 

PPU’s. Mr Lawrence brings more than 25 years manufacturing 

experience to the SCHUNK team, starting his engineering 

career in the 1990s. With an extensive manufacturing career, 

Mr Lawrence previous experience includes roles as a field 

sales engineer, application engineer and area sales manager, 

bringing considerable automation expertise to the role. 

With a career that has encompassed solution provision for 

industry sectors from pharmaceutical and food processing 

through to aerospace and automotive, Mr Lawrence will bring 

a wealth of experience and insight to SCHUNK customers in 

the UK.

www.schunk.com

Lee Spring acquires 
Longcroft Engineering 
Lee Spring has announced the 

acquisition of UK based Longcroft 

Engineering a manufacturer of custom springs operating 

in Todmorden, Lancashire UK. 

Steve Kempf, CEO of Lee Spring, commented that “the 

acquisition of Longcroft Engineering expands our capabilities 

to support continued growth within the UK and across the 

greater European market. Longcroft Engineering has been 

a key strategic partner of Lee Spring for many years, with a 

complementary skill set that is a natural fit for the enhancement 

of our global operations. They are a talented team with broad 

spring manufacturing experience and particular expertise in 

short-run prototyping of complex springs made from both 

wire as well as flat materials.”  Steve continued, “Longcroft 

Engineering will continue to serve customers from their 

existing facility in Todmorden, plus they will now also have 

access to a wider range of capabilities through Lee Spring’s 

global manufacturing operations. This acquisition enhances 

the offering available to Lee Spring customers worldwide with 

expanded manufacturing operations located in the UK”. 

 www.leespring.co.uk 

New Innovatest 
BIOS Brinell 
Optical Scanner
As the sole UK representative for Innovatest 

products, Bowers Group is pleased to announce 

the launch of the Innovatest BIOS Brinell optical 

scanner.

This hand held optical scanning device can be easily connected to a standard laptop, tablet, 

or any device running a Windows 10 operating system, and includes easy to install software 

providing an excellent way to measure Brinell indents in just a tenth of a second.

UK Sales Manager for Bowers Group, Martin Hawkins, said: “The Innovatest Brinell BIOS 

Scan system has been carefully designed to make the daily testing of Brinell indents faster, 

more accurate, and more reliable. Because all materials have different finishes; fast light 

adjustment is mandatory for Brinell indent measurement. The scroll wheel provides an ultra-

fast way of experimenting with correct light setting, which can then be stored for the current 

application.”

To receive a demonstration email sales@bowersgroup.co.uk

hyperMILL® Integrates 
Turbomachinery Design 
Solution 
OPEN MIND Technologies AG has 

now announced a cooperative 

agreement with CFturbo to 

provide a complete design to 

manufacture workflow process to 

produce turbomachines such as pumps, 

compressors, turbines, fans and blowers.

CFturbo is acknowledged as an industry leader in the 

turbomachinery sector with its design software that takes 

businesses from conceptual design through to complete 3D 

model. The modern, powerful software platform for interactive 

design enables the end-user to start from scratch or re-design 

existing geometries like impellers, stators and volutes. Now, 

the collaboration with OPEN MIND Technologies will enable 

turbomachinery designers to take their design concept 

beyond the 3D model and through to complete CAM model 

for production.  

www.openmind-tech.com
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Smart Investment 
Midland Tank and Ironplate Ltd  have recently completed the 
investment and installation of a new Prima Power 
BCe Smart 2220 Panel Bender at their factory 
in Birmingham, adding a significant new 
dimension to the companies’ range of 
sheet steel processing capabilities.

A member of the well-proven family of Prima 

Power Panel Bending machines, with a 

maximum bending length of 2,250mm and 

height up to 204mm, the BCe Smart 2220 is able 

to automatically position, bend and manipulate 

sheet steel parts for a fully automatic bending 

process, creating the required bends and forms 

on all edges and producing the finished part to a 

high degree of accuracy and repeatability thanks 

to its servo-electric drive system. 

The ergonomic and easy-to-use design of the 

machine is a further, key feature for safe and 

easy loading by the operator - the loading and 

unloading tables include a split, fold-down 

design, meaning that new parts can be placed 

on the table for processing and completed 

pieces can be removed without the operator 

having to lean excessively into the machine – 

extremely important for both health and safety 

and for operational efficiency. 

The programming of the machine is undertaken 

via the Prima Power ‘Master BendCam’ software 

which is supplied as standard on the machine. 

Using an intuitive, simple to operate graphical 

display, this generates the full bending program 

from the drawing of the part, which can be 

drafted within the software or originate from a 

variety of common CAD packages. 

The BCe Smart is available with a range of 

optional elements for increased efficiency, 

flexibility and to ensure the suitability of the 

machine for each customers’ particular needs. 

For MTI, the machine was specially configured 

with ‘Narrow Profile’ upper clamp tooling, 

required for the bending of a particular door 

frame element that had bends in very close 

proximity to each other. 

“Our need was to automate and improve the 

process for our Steel Door Blanks and Bars” 

comments MTI’s Managing Director, David Cox, 

“we needed something that would fulfil these 

needs and allow us to increase our production 

volumes. The use of a panel bender was 

something that we had been considering for 

around 10 years and the BCe Smart is a great 

solution that additionally gives us the flexibility 

to undertake other work over a broader range of 

products”

MTI have been a customer of Prima Power for 

many years and additionally have two Prima 

Power Platino 1530 2D Lasers, “we decided on 

the Prima Power solution” says David, “not only 

because of what the machine had to offer in 

terms of its capabilities, design and performance, 

but also because of our relationship with Prima 

Power and the excellent service support that 

we have always received. The project for the 

BCe Smart has been a great experience and 

the machine will revolutionise our processes, 

we are really impressed and very happy with the 

machine”

www.primapower.com

Matching service 
support to business 
growth
XYZ Machine Tools’ continued sales 

success has seen increased demand 

on its service team due to the number 

machines being commissioned.

In order to balance this out it has recruited 

Peter Falkner to take on the role of service 

manager, with a target to streamline service 

activities and make them more accessible 

and visible to customers.

Peter joins XYZ Machine Tools from the 

power generation sector, where he worked 

in service orientated engineering/project 

management roles for a business that 

generated around 75 per cent of its £250 

million turnover from service support. “My 

previous employment was a completely 

different model to that of XYZ Machine Tools, 

and it is that change that excited me about the 

prospect of bringing fresh ideas to the world 

of machine tools, the opportunity to bring my 

knowledge and experience to a company like 

XYZ Machine Tools that values service and 

support and wants to develop that offering 

is a challenge I’m looking forward to.” says 

Peter Falkner. 

www.xyzmachinetools.com
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A recent report from the Business, Energy 

and Industrial Strategy Committee (BEIS), 

which looks at the state of automation in 

the UK, has been welcomed by FANUC UK’s 

Managing Director Tom Bouchier. 

The Automation and the future of work report 

highlights how the UK’s slow adoption of 

automation is being hampered by a lack of 

action from the Government, with entire regions 

of the country at risk of being left behind by G7 

competitors. It argues that, unless concerted 

efforts are made to manage the transition to the 

Fourth Industrial Revolution, UK businesses will 

miss a pivotal opportunity for economic growth. 

Tom Bouchier comments: “The report urges our 

Government to establish a Robot and AI Strategy 

by 2020, which is a crucial step in building 

confidence amongst businesses, industries 

and universities. There is significant appetite for 

automation, but the Government needs to take 

the lead on co-ordinating efforts to capitalise on 

emerging technologies.

“The UK has great potential, with a superb base 

of technology and research, but by embracing 

robots at a slower pace than our international 

competitors, we risk falling behind. To combat 

this, FANUC will be hosting its first UK Open 

House. This has been arranged as a conscious 

effort to showcase the power of automation to 

improve productivity, stimulate market growth, 

and ultimately create a new wave of skilled 

workers that will help British industry to flourish.”

The report also discourages the notion of a ‘robot 

tax’, which would be inhibitive to the adoption of 

automation and the interests of businesses and 

workers. It argues that UK Government should 

incentivise investment in new technology, such 

as robots, given the likely boost this will give to 

SMEs.

Reflecting on the barriers to automation, the 

report suggests that a lack of awareness and 

understanding is particularly damaging. It 

criticises the Government’s decision to close 

the Manufacturing Advice Service in 2015, 

highlighting it as indicative of a nation yet to grasp 

the importance of educating and supporting 

businesses on emerging technologies. 

Tom Bouchier adds: “Education and generating 

awareness of the power of automation are 

perhaps the biggest challenges we face in 

UK manufacturing, and it is something that 

needs to be addressed at all levels. It starts by 

ensuring that school and university curriculums 

are exposing people to new technologies from 

a young age, providing a clear entry route 

for everyone, regardless of socio-economic 

background, race, or gender. 

“But it is also crucial that we continue to educate 

higher up the chain. We need to support UK 

Government by offering specialist support on 

technical matters, so that it can show the strong 

leadership that we are asking for. The report 

calls for funding of an impartial source of advice 

for businesses looking to invest in automation, 

which is the type of support that SMEs need to 

compete on a world stage.

“UK Government’s role in managing the 

transition to new technologies and a more 

automated industry is absolutely critical, but 

it must do so with the support of businesses. 

Manufacturers such as FANUC UK are obliged 

to use their expertise to showcase the benefits 

of automation and robotics, which is what 

makes events such as our upcoming Open 

House on Manufacturing Automation & Digital 

Transformation so important.”

FANUC UK’s inaugural Open House, which 

will be held between 29-31st October at its 

state-of-the-art headquarters in Coventry, will 

answer some of the burgeoning questions on 

automation. It will cover the various benefits of 

adopting automation into a range of sectors, 

including automotive, aerospace, and food & 

beverage, with over 25 live demonstrations and 

keynote speakers from across manufacturing 

and vocational education.

To attend FANUC’s inaugural open house 

event, please visit:  

https://one.fanuc.eu/fanucoh2019 

Automation  
and the future of work
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Disruptive Technology 
in Manufacturing

CloudNC is introducing disruptive technology into subcontract 

manufacturing and aims to change the face of the sector with a series of 

manufacturing plants around the world.

Theo Saville CEO and Chris Emery CTO founded 

the company in 2015. Theo Saville says, “The 

concept of CloudNC came about while I was 

working in metal additive manufacture research 

at WMG, where I became used to the simplicity 

of operating 3D printers, and increasingly 

frustrated with the total lack of automation in 

CNC machining. I met my co-founder and now 

CTO Chris Emery shortly afterwards, who had 

assumed - like most - that CNC machines were 

already automatic. Four years and £11.5M in 

venture capital funding later, we have a solution 

to the problem.”

The overall objective of the company is to 

transform subcontract manufacturing activities, 

drastically cutting the cost through the use of 

AI, advanced manufacturing processes and 

industry-leading manufacturing culture. The 

company, located in London, has opened a 

manufacturing plant in Chelmsford which is 

already delivering on that promise. Theo Saville 

adds, “We’re leveraging this software to produce 

components to aerospace grade quality at 

breakthrough prices. Reduced cycle times and 

a total lack of CAM programming costs are just 

part of the picture. We’re building advanced 

software to automate and streamline all aspects 

of the precision manufacturing process, from 

RFQ right through to dispatch.”

The software developed by CloudNC requires 

only information on the part geometry, 

tolerances, machine parameters and available 

tools. It then goes through an extremely rapid 

iterative process, using the vast computational 

powers available in the cloud to evaluate 

millions of possible machining methods before 

automatically selecting from the fastest and most 

efficient achievable with that specific equipment 

and tooling. 

The quality improvements and cost and efficiency 

savings of CloudNC are further enhanced by its 

business model and manufacturing process. 

The company’s first plant “Factory 1” has been 

designed to take full advantage of the latest 

Industry 4.0 technologies and approaches 

and is on a rapid technology adoption curve to 

employ the most efficient and highly automated 

production techniques. From ordering and 

customer relationship management to resource 

planning, inspection, delivery and after sales 

service, customers can expect transparent, 

highly-automated efficiency as standard. 

Central to its vision of offering faster and more 

cost-effective subcontract manufacturing 

services around the world, CloudNC employs 

the very best human and machine potential 

available. This includes the selection of machine 

tool partners capable of delivering the 1000s of 

machines it anticipates installing. Theo Saville 

says, “We identified DMG MORI as a company 

capable of manufacturing and delivering the 

volume of machines we will require. It has an 

international presence and support and service 

network which will match our expansion plans 

regardless of where we go. Furthermore, DMG 

MORI is known for its reliability and quality. We 

are ISO 9001:2015 certified, and primarily serve 

defence, oil & gas, medical and motorsports, 

though we’ve manufactured components for 

almost every vertical at this point. Aerospace 

will come on completion of our BSI AS9100 

accreditation in a couple of months.”

The company has chosen the DMU 50, 60 

EVO and DMU 95 Monoblock platforms. Theo 

Saville says, “We are planning to have at least 

three factories within two years and many more 

following that as we undertake international 

expansion plans. Factory 1 is a testing ground 

for the machines, their configuration and our 

software and methods. We will then replicate 

the best solutions at our future manufacturing 

plants.”

Within five years, CloudNC is anticipating 

exponential growth producing job shop and 

serial production parts at aero-grade quality 

assurance with short delivery times and at prices 

that cannot be matched anywhere else. 

Theo Saville concludes, “Factories with tens of 

thousands of machines already exist in China. 

We aim to be able to have this type of capacity 

but with fully automated systems complementing 

our breakthrough CNC programming capability. 

Our approach will use automation to remove 

dirty, dangerous and repetitive tasks, meaning 

our highly skilled workforce are focused where 

humans are still best – problem solving, lateral 

thinking and adaptive reasoning. We are mixing 

the lessons of hypergrowth tech companies with 

gold-standard manufacturing for our people and 

our manufacturing culture, where employees are 

highly enabled and there exists a strong culture 

of collaboration and continuous improvement. 

Our most important asset is human and the best 

ideas come from the people within our company. 

We are hiring the most able people from within 

the industry and providing an environment in 

which they can thrive. We have already raised 

£11.5 million in funding from investors who share 

our vision for CNC machining and we will be 

raising many more times that for our expansion 

over the next nine months as we build on our 

early success at Factory 1. DMG MORI will play 

an important role in our expansion and will be a 

valuable partner in turning our plans into reality.”

www.dmgmori.com

IDSubcontracting
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Past, Present and Future
As enthusiastic today as when he began his first welding equipment sales role over 

50 years ago, there can be fewer people in the welding field better placed than Peter 

Westerman to reflect on both the past and present of the industry.

As he prepares to take on the role as President 

of the AWD – an honour of which he is extremely 

proud – he is just as keen to draw attention to the 

future.   Peter stresses two key factors which will 

continue to be at the heart of his work ethic. 

“Firstly, the role played by welding activities 

across industry, both at home and overseas, 

cannot be overstated and will continue to 

grow,” he says.  “The technology can be seen 

everywhere – from aerospace, automotive 

and heavy engineering to domestic products, 

white goods and recreational equipment – so 

its quality and ongoing innovation will always 

be fundamental.  This has always been a key 

driver behind my own approach and that of 

my business.”  His company, Westermans 

International, is committed to bringing leading 

technology to a wide range of customers in a 

very cost effective way.  The organisation has a 

leading UK and international reputation for the 

sourcing, refurbishment and supply of a vast 

range of welding and associated equipment.  

“The second area that has given me such 

enjoyment throughout my career, and which I 

am sure will also continue to the benefit of the 

industry, is quite simply the type of people that 

I have been able to work with,” he adds.  “Like 

all industries and professions, the equipment 

and services provided are highly dependent 

upon the knowledge, enthusiasm and trust of the 

people bringing them to customers and, in this 

regard, I am extremely grateful for the input from 

the long list of individuals and organisations that I 

have been lucky enough to deal with.”

Peter Westerman will bring his views of 

the industry directly to a wide range of its 

management and workforce through his new 

role as AWD President.  He says he cannot speak 

highly enough of the organisation nor of the role 

it plays both through the support it provides and 

the opportunities it creates.  “I am extremely 

impressed with the AWD as a professional 

organisation as it drives awareness of the 

welding industry and encourages education and 

partnerships,” he says.  “It is a thrill for me to have 

been offered the position.”  

Looking ahead to the future, he believes, will 

always be vital and he is determined to facilitate 

this by bringing his extensive experience of 

the industry past and present to the role.  “The 

depth of understanding that my time in the 

business has generated is a firm basis going 

forward,” he adds, “and I am always keen to 

make this background and knowledge available 

to everyone in the industry.  Now, through this 

generous acknowledgement by the AWD, I 

have the perfect vehicle to do so.”  It is a stance 

that will be widely endorsed by the Association 

which honoured him with a Lifetime Achievement 

Award two years ago.

“Training, continuous innovation and enthusiasm 

– they are all building blocks for the future of the 

welding industry,” he concludes, “and if I can 

continue to help move these factors forward then 

I will be very happy.”

www.westermans.com 
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Casting Success 
Castalum is currently one of the largest die casting companies in the UK. The 

company has two processes, high pressure die casting up to 2300 tonnes and squeeze 

casting, claiming to be one of the few substantial squeeze cast manufacturers in 

Europe. Cost per part and tool management is a critical factor for the company.

Peter Radcliffe, Chairman of the Board at 

Castalum says: “We predominantly work in the 

automotive industry, as we are set-up for high 

volume production and we operate six days a 

week and 24 hours a day. We need to make a lot 

of castings to make the tooling cost viable and 

economic for the customer. We buy all of our 

metal filtered from UK suppliers and we make no 

changes to the materials with exception of a few 

small die casting additives.”

Based in a primarily farming area in Welshpool, 

the company prides itself on its apprenticeship 

program. As Mr Radcliffe states “When we 

came to the area, we came with 27 people that 

were a group we had largely retained from the 

expanding and skilful world of die casting. We 

constantly take on apprentices and employ up to 

four apprentices every year. With the local area 

being mainly farmers, these people have a great 

set of base skills and are great people to work 

with.”

“We went into machining absolutely from 

scratch. We had no background and we thought 

we had decent latent skills in machining and 

we knew that MAPAL were a good option in 

terms of the quality and what they can supply 

in terms of both their advice and their tooling. 

So, we immediately chose them as a partner 

and it’s something we’ve never regretted. We 

have developed the partnership on an ongoing 

basis. Right now, MAPAL don’t only supply us the 

tooling, prompt us on supply, maintenance and 

stocking matters; they also provide 

concurrent engineering advice for 

practically every RFQ that passes 

through the company.”

“The MAPAL relationship is firmly 

embedded in our business and our 

customers quite rightly expect us to 

have a full understanding of what we 

are going to be doing further down 

the line with regards to the work they 

are offering us. To have a company 

like MAPAL on-board that can give us 

objective and clear advice on what is 

possible is a real bonus,” continues 

Mr Radcliffe.  

Discussing the partnership from a 

MAPAL perspective, MAPAL’s Ted 

Coyle says: “When I first became involved with 

Castalum many years ago, they were only 

involved in castings for the automotive industry. 

They then diversified into machining as many 

customers were asking them to do the machining 

as well as the castings. They got involved with 

Heller Machine Tools and their first involvement 

was a turnkey project. Heller work exclusively on 

tooling for casting projects like those undertaken 

at Castalum with MAPAL on the PCD tooling. 

We did the tooling on those initial projects and 

Castalum were then interested in approaching 

projects on a ‘cost-per-piece’ basis. MAPAL are 

a market leader on custom tooling on a ‘cost-

per-piece’ basis. So, we came up with an offer to 

do components on this basis. The first work was 

the Trag 6 piece clutch housing. That worked 

very well and from there on in, we then started 

doing every project that Castalum brought in.”

“The next project was the BMW steering housing 

and then did the MT82 gearbox rear case, the 

Georgio clutch/rear housing and the B6 Plus 

which is a larger derivative of the original B6.” 

Alluding to the ‘cost-per-piece’ relationship, 

Ted continues: “In real terms, we have a tooling 

package that can cost ‘X’ amount. Within that 

cost, we work out the tool life projection and 

how long it will last. With the cost of the tool and 

the number of re-grinds or repairs in the case of 

PCD, we can then work out a ‘cost-per-piece’ 

on each particular tool. You can take all of the 

tools for a project, say 30 tools for example and 

we will calculate a ‘cost-per-piece’ and supply 

that information to Castalum, as they know what 

cost they are selling their parts to their end users. 

So, in ‘cost-per-piece’ and tool management, 

we are looking after all the tooling. This means 

Castalum don’t have to order any tooling or they 

don’t have to repair any tooling. We are doing the 

re-grinding of tools and we’re also helping with 

the tool-setting.”

Castalum supplies parts to the UK, Germany, 

Poland, Canada and Mexico and recently won its 

first order from a truck manufacturer in the Far-

East. Now, 80% of all production is for export, 

with components going into vehicles produced 

by Jaguar, Aston Martin, BMW, Ford, General 

Motors, Fiat, Renault, Porsche and Mercedes. 

Today, one in ten vehicles produced in Europe 

has a steering gear housing manufactured by 

Castalum in Welshpool.

Alluding to how volume manufacturers can work 

without a complete tool management service 

like that offered by MAPAL, Ted continues: 

“Manufacturers can work without such a service, 

but this service genuinely makes them more 

competitive. This is because we also offer the 

service at the beginning of new projects and 

we get very heavily involved. This means we 

are offering engineering solutions. We help 

customers with situations such as how the parts 

should be clamped and fixtured, we look at the 

entire process and we look at the most efficient 

optimisation route for the tooling package.”

“We like to think of ourselves as solution providers 

and Castalum has been a fantastic experience 

where we have proved that we can work with 

customers in a way that can provide the most 

economic production results,” concludes Ted. 

Discussing how the ISO: 14001, TS: 16949 

and company has evolved the design and 

manufacture of its castings over the last two 

decades, Castalum’s Mr Radcliffe concludes: 

“Things have changed substantially down the 

years and we are probably at the forefront of 

using additive material formes in dies. Once 

again, this is something that MAPAL have 

helped us with. Whilst the castings we produce 

using additive formes are much cleaner, better 

looking and give great durability; we also had 

to interface with MAPAL to make sure their 

machining processes and products matched-up 

to the change of material properties that we aim 

to achieve in our castings.”

www.mapal.com
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Parting 4 Productivity 
with TANG-F-GRIP

Always at the cutting edge of developments in the field of cutting tools, ISCAR 

introduces a revolutionary system for parting and grooving operations.

Parting and grooving are essential aspects of the 

turning process and the metalworking industry 

faces a constant challenge to integrate methods 

that will increase efficiency and decrease 

downtime for these popular operations. 

ISCAR fully understands the importance of 

parting and grooving operations in the turning 

process and that multiple factors need to be 

considered for every application, including 

machine tool selection, the type of material being 

parted/grooved, required depth of cut, and feed 

and speed rates. ISCAR has responded to these 

complex needs by developing a comprehensive 

range of highly effective parting and grooving 

solutions that include an extensive choice of 

insert geometries, chip breakers, and carbide 

grades -  and the range continues to expand.

With Industry 4.0 demands and standards fueling 

industry development at extraordinary rates, 

ISCAR has introduced new parting and grooving 

technologies capable of integrating seamlessly 

with the new wave of machining centers that 

work with incredibly high feeds. TANG-F-GRIP 

has been designed to answer these needs and 

to achieve high productivity and lower costs.

A revolutionary parting system designed for 

increased productivity, TANG-F-GRIP comprises 

a robust tool block carrying square blades that 

feature four pockets, with a unique parting 

concept capable of parting off up to 120mm bar 

diameter to optimize performance. 

TANG-F-GRIP is simple to mount and operate 

on all machine types, including multi-task and 

machining centers on X-AXIS, without any need 

for special adjustment.  The system enables the 

mounting of both TANG-F-GRIP and DO-GRIP 

blades on the same blocks.

The square blades possess a support system 

that provides totally vibration-free grooving 

and parting. TANG-F-GRIP also saves on setup 

time as, in cases of pocket damage, the block’s 

configuration allows a blade to be rotated to a 

new pocket without setup. 

TANG-F-GRIP is intended for high feed parting. 

It extends insert life, improves surface finish and 

part straightness,  and features high stability 

-  especially when parting large diameters. The 

new patented blades reduce cutting time and 

also enable significant material savings - for 

instance, a 120mm bar can be cut with a 3mm 

blade with HF (high feed) inserts at a feed rate of 

up to 0.4 mm/rev (.0157ipr).

The HF tangential single-ended insert was 

developed to enable highly efficient parting 

at very high feed rates, by use of a unique 

chipformer technology. The insert features a 

new insert chipformer to allow unobstructed chip 

flow, which increases insert and blade tool life 

and leads to very high productivity gains. 

All TANG-GRIP inserts can be integrated 

into the TANG-F-GRIP system,  which is also 

compatible with DO-GRIP DGN double-sided 

twisted geometry parting inserts, to provide 

an extensive choice of parting widths for all 

application ranges. ISCAR offers a wide variety 

of chipformers and advanced grades to ensure 

unbeatable performance and extended tool life. 

A revolutionary secure clamping method using a 

tangentially orientated pocket facilitates pocket 

life that is three times longer than that of any 

other conventional self-grip system. The robust 

clamping method enables machining at high 

feed rates and provides excellent straightness 

and surface finish characteristics, while the flat 

top configuration prevents chip obstructions 

under all possible machining conditions. 

The JETCUT system incorporates ingeniously 

designed through coolant channels to deliver 

coolant close to the cutting edge, which 

improves chip formation and slashes flank and 

cratering rates.

When machining materials such as stainless 

steel or high temperature alloys, the temperature 

near the cutting edge area becomes extremely 

high. In addition, these material types tend to 

adhere to the tools cutting edge, causing built-

up edge. These problematic phenomena can be 

moderated by targeting high pressure coolant 

directly to the cutting zone. 

ISCAR maintains its unrelenting progress as a 

result of the company’s continuous development 

of innovative, high-quality products, based 

on the talented work of the company’s R&D 

Department  and prompted by the evolving 

needs of global industry. This desire to provide 

customers with the very latest, most efficient 

metal cutting technology is reflected in the 

introduction of TANG-F-GRIP solutions to 

ISCAR’s comprehensive GRIP range of parting 

and grooving tools.

www.iscar.co.uk
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Keeping the wheels 
of industry turning

If you find yourself driving behind a gritter or salt spreader in the UK this winter, there is 

an 80 percent chance it was bought or hired from Econ Engineering by the local council or 

highways contractor. 

The company is the largest British manufacturer 

of such vehicles, producing 360 units per year at 

its 88,000 sq ft factory, which opened in 1980 on 

Boroughbridge Road in Ripon, North Yorkshire. 

Additionally, it operates a growing hire fleet of 

currently more than 800 units which has boosted 

annual turnover to over £34 million, making the 

firm a major contributor to the local economy. 

In fact, in its 50th year, Econ is experiencing 

an unprecedented order book, partly fuelled 

by recent harsher winters, but also due to the 

multibody products that allow customers to utilise 

one chassis for multiple tasks, such as road 

repair as well as winter maintenance, making the 

investment usable throughout the year. 

The 220-employee company’s dominance in 

the market is down to the premium quality of its 

products, with all design and manufacture carried 

out in-house including painting of components. 

Swiss supplier of sheet metal processing 

machinery to the business, Bystronic, is proud 

to have played a part in helping Econ, for nearly 

one-third of its 50-year existence, to maintain the 

high level of component accuracy that underpins 

its reputation for top quality.

The initial credit for this success story goes to the 

late Bill Lupton, who single-handedly started a 

business towards the end of the 1950s in a barn 

on his family’s farm to make flail mowers and 

hedge trimmers to cut verges and hedgerows 

more efficiently. Exceptionally cold and freezing 

weather during the winter of 1962/63 brought 

England to a standstill, with many being cut off 

for weeks. It inspired Mr Lupton to put his mind 

to developing the first salt spreading vehicle that 

would keep the country moving and the wheels of 

industry turning. 

To manufacture them, he started Econ Engineering 

in the autumn of 1969 on an old brewery site in 

Ripon. By then, the M1 motorway had opened as 

well as sections of the M2, M4 and M6 and local 

councils, notably Lancashire and Westmorland, 

were expressing considerable interest in winter 

maintenance operations such as salt spreading 

and gritting to make driving safer. 

Fast-forward 34 years and 2003 saw the second 

generation of Luptons – Jonathan and Andrew 

– take over running the company. They were 

instrumental in developing contract hire for gritters 

and snowploughs at a time when public spending 

cuts were making new equipment purchase 

difficult. Underlining their commitment to building 

up this side of the business, in 2005 they increased 

the fleet size through the acquisition of a major 

competitor, Municipal Hire Services.

It was in the early 2000s that the first Bystronic 

laser machine replaced a turret punch press and 

a plasma profile cutter for processing the majority 

of components made from mild steel plates. 

In addition to being used in the manufacture 

of gritting and salt spreading equipment, the 

components also find their way into snowploughs 

as well as bodies for highway maintenance 

and road patching that Econ mounts onto lorry 

chassis, often Mercedes and DAF, supplied to 

clients’ specification.

The laser machine, a ByStar 4020 with a 4 kW CO2 

power source supplied by Bystronic UK, greatly 

increased production efficiency and component 

IDSupplier Focus :  Sheetmetal
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accuracy. Sheet metal up to 4 metres x 2 metres 

could be processed on the machine, but its 4.4 

kW and then 6 kW successors were able to accept 

sheet up to 6.5 metres long by nominally 2 metres 

wide but in practice use 1,830 mm wide stock. It is 

because Econ’s sheet is cut from coil produced 

in Europe to meet the company’s required steel 

specifications and that is the maximum size readily 

available in the UK. Larger body panels can be 

produced without welding and the productivity of 

smaller components is boosted by the ability to 

nest and cut more parts in one sheet, at the same 

time reducing the amount of wasted material in 

the skeleton.

The current laser machine, which was installed 

in 2014, works 24/7 processing up to 35 tonnes 

of steel a week into any of 87,000 different 

components produced in batch sizes ranging from 

5- to 30-off and to an accuracy in some cases 

down to ± 0.5 mm. With such a large variety of part 

numbers, extensive use is made of modern MRP 

(manufacturing resource planning) software as 

well as colour coding of components on the shop 

floor according to their material type, thickness 

and product type. 

Bystronic’s own Bysoft off-line programming 

software automatically nests the components for 

maximum sheet utilisation. It then produces the 

cutting plans, in this case up to 14 days in advance 

of scheduled production to assist ordering 

of material, and monitors the manufacturing 

processes in real time. The effectiveness of these 

procedures is evidenced by an above-average 

OEE (overall equipment effectiveness) of 63 per 

cent, representing the proportion of time the laser 

is actually cutting metal.

More than 70 percent of the output from the laser 

machine is folded. The press operators create 

folding programs for the three Bystronic press 

brakes on site directly at the machine controls. 

Two of the machines, installed around a decade 

ago and rated at 320 tonnes / 4.1 metres and 150 

tonnes / 3.1 metres, are positioned side by side. 

They are used either independently or in tandem 

for bending very large components. In use also 

is an Xpert 40 tonne / 1 metre press brake, which 

arrived in 2018 for bending smaller parts more 

efficiently and hence cost effectively. It can easily 

be relocated within the factory to where it is most 

needed.

Other equipment in use from the Swiss 

manufacturer are a VR 10x4000 jobbing guillotine 

and, for deburring components, a belt grinder 

from German firm Weber, for which Bystronic acts 

as UK sales agent. The latter machine is used for 

removing sharp edges from laser-cut components 

and to descale them ready for shot blasting and 

painting. Every item of production equipment in 

the metal preparation area except for the sawing 

machines has been supplied by Bystronic.

Colin Trewhitt, who has worked for Econ for 

over 30 years and is currently Factory Manager 

commented, “When we bought the first Bystronic 

laser cutter back in 2003, we spent a lot of time 

reviewing the alternatives on the market. 

“We drew up a check sheet detailing everything 

from cost of ownership to production output and 

service support. Of the three potential suppliers 

on our shortlist, Bystronic came out on top and we 

have stayed with them ever since.”

Jonathan Lupton, joint managing director added, 

“We have always tried to innovate and strive for 

excellence and nowhere is that more apparent 

than in our use of the laser to cut steel in our body 

shop.

“Despite the machine representing a considerable 

expense at the outset, it was another example 

of how we always lead the way in our industry. 

The investment has more than paid off in terms 

of higher production output, while improved 

accuracy has almost eliminated fit-up during 

assembly and cuts costs further. 

“We have gone from strength to strength by 

focusing not only on quality but also on the needs 

of our customers. That is why we have a UK-wide 

network of depots for servicing and recalibrating 

our equipment in the field, including a new one 

that opened recently in Alloa and another due to 

open in Cardiff in spring 2020”.

Innovation is the watchword at Econ. It was the 

first in 1989 to invent the quick change body 

(QCB) system that allows a single chassis to have 

multiple applications, for example by the addition 

of an asphalt hot box for road repairs or for use 

as a tipper, crane or gulley emptier. It reduces 

capital investment by a council, which no longer 

needs multiple vehicles to satisfy the same range 

of year-round tasks.

A recent Econ invention was a Spargo system that 

controls grit or salt spray and width patterns from 

the cab, automatically optimising the amount of 

product used and hence saving cost as well as 

protecting the road surface. It also provides one-

touch control for lowering the snow plough, turning 

on the gritter’s beacon bar and performing other 

functions, making the driver’s tasks easier and 

less tiring. For greater efficiency, it is connected 

to the vehicle’s GPS to help plot the most effective 

route. New technology in the company’s sights 

include driverless vehicles and liquid de-icers, 

intended to be less harmful to a road surface.

www.bystronic.com
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Five Fold Increase
In cleaning Efficiency 

The arrival of a front-loading, aqueous washing and rinsing system from Turbex at the Hampshire 

production facility of leading UK pump manufacturer Selwood has improved dramatically the 

efficiency with which machined castings are washed in preparation for assembly. Two rotating-drum 

machines, also aqueous and supplied by Turbex 20 years ago to supplant a trichloroethylene cleaning 

process, have been replaced by a new AC-1.7-2 twin-stage machine from the Alton supplier.

The old equipment had served well, but its 

effectiveness was diminishing through age 

and an inability to maintain water temperature 

sufficiently high to activate the detergent 

adequately. A batch of 12 to 15 castings for the 

assembly of one pump used to take 40 minutes 

to clean and sometimes they would have to go 

back in if they were still soiled.

The new Turbex industrial washing machine 

can process five such loads placed in four 

rectangular stainless steel stillages in 45 minutes, 

representing a five-fold cleaning efficiency uplift. 

Valuable pump build hours in the six production 

bays are no longer lost and delivery lead-times 

have consequently improved.

With Selwood’s reputation for reliable and robust 

pumps, it is important that its castings are clean 

before assembly to ensure correct functioning 
of the products. The fine swarf generated when 

machining cast iron, together with coolant 

residue and grease, must be removed completely 

such that none is visible or detectable by touch. 

The AC-1.7-2 achieves this level of cleanliness in 

a fast cycle time due to efficient penetration of 

a mix of water and detergent at around 75°C via 

spray arms that are rotated around the load in the 

sealed, 1.4-metre-cube process chamber.

To minimise delay between the end of a cycle 

and loading of the next batch for cleaning, 

there is a shuttle arrangement at the front of the 

machine comprising two rail-mounted carriages, 

each carrying a table capable of supporting two 

tonnes. While one batch is being processed, 

components are set up on the other table, which 

is ready to be pushed by the operator into the 

chamber as soon as the clean parts exit the 

machine via the automatic door.

Most components are washed in a single stage, 

but one category of parts - bearing housings - 

require two. They have to be rinsed, hence the 

need for a second water tank, so the process 

takes a little longer.

Lawrence Bradbury, Director of Engineering at 

Selwood commented, “Even though we were 

impressed with the original Turbex machines, 

which had given two decades of good service, 

before replacing them we looked around at 

cleaning equipment on the market to see what 

was available.

“We took a batch of dirty castings to the Turbex 

technical centre in Alton, where their staff carried 

out a demonstration in a similar AC-1.7. The parts 

came out perfectly clean in a cycle time of just 

under 10 minutes, so we took the decision there 

and then to invest in this type of equipment.”

As part of the deal, Turbex also supplied a 

second washing machine, a CL-800, for which 

the two old aqueous rotating-drum machines 

were part exchanged. This equipment is used for 

processing smaller items that go into Selwood’s 

products, such as air pump components.

www.turbex.co.uk
www.selwood.co.uk 
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XYZ’s ROBO-TEND 
Re-calibrating the thought processes 
surrounding automation

XYZ Machine Tools unveiled its much anticipated mobile machine tool automation system, 

ROBO-TEND to customers at two recent customer days held at its Devon headquarters and 

Nuneaton Technical Centre.

Both events were well attended with the new 

system receiving a very warm reception, with 

strong interest among companies looking to 

increase productivity and reduce overheads. 

The events highlighted how ROBO-TEND re-

calibrates the thought processes surrounding 

automation, bringing it within reach of a much 

wider audience. 

“In developing ROBO-TEND the brief was to 

create a simple, easy-to-use robotic automation 

system that would appeal to a wide range of 

customers, especially those who may not have 

considered automation as an option previously. 

Therefore, it was pleasing that many of those 

in attendance recognised this, with comments 

that it was one of the simplest systems they had 

seen,” says Nigel Atherton, Managing Director, 

XYZ Machine Tools. In addition to simplicity the 

design brief also addressed affordability and 

with hourly costs calculated from just £2.00/

hour, automation from XYZ Machine Tools is now 

fast, straightforward and attainable for a much 

wider audience than previously thought.

ROBO-TEND makes use of a drawer system for 

component storage, with each drawer holding a 

maximum of 90 kg of material, with a maximum 

billet height of 120 mm. These parts are then 

transferred to the machine by a Kuka robot, all 

of which is controlled from a Siemens interface 

with conversational touchscreen control, making 

programming and operation straightforward. The 

ROBO-TEND system can be used with any of XYZ 

Machine Tools’ Siemens controlled machining 

centres or turning centres, with the advantage of 

being able to be relocated within the factory to 

where it is needed, (subject to machine having 

an auto door and interface).

 

“Machine automation is not new, but what 

we have created in partnership with Adelphi 

Automation, and the reception it has received, 

confirms that ROBO-TEND brings a new 

approach to automated machine tending. 

Key to ROBO-TEND 
is its ease of use 
and affordability. 
The system can be used with any of XYZ Machine 

Tools’ Siemens controlled machining centres 

or turning centres and can be relocated within 

the factory to where it is needed, (subject to 

machine having an auto door and interface) 

giving even greater versatility and efficiency. The 

user simply wheels the trolley-mounted robot up 

to the machine, the component loading trolley 

is then attached, and billet/component size 

input to the control interface. So simple you will 

wonder how you managed without it. Costs are 

also addressed, making it appealing for small 

to medium sub-contract machinists, who would 

not normally consider automation as being 

viable. The cost of ROBO-TEND is calculated 

from just £2.00/hour, meaning that automation 

is now fast, straightforward and affordable for 

all. If the system is purchased outright payback 

is possible in just a few months of operation. 

www.xyzmachinetools.com 
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Once we have installed the first few systems, I 

am confident that we will see significant growth 

from this product, as it enables customers to 

make significant cost savings and productivity 

gains by operating machines un-manned for full 

shifts or even 24/7. The only manual intervention 

being to restock the raw material in the part 

storage system. Even here the system allows for 

a second drawer system to be pre-loaded and 

simply slotted into place to further improve set-

up time and logistics.” 
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Software In Manufacturing

Partnership Adds Muscle
To Gym Equipment Production

A partnership between Mazak and the powerful market-leading RADAN CAD/CAM software 

has slashed the time taken by a gym equipment manufacturer to build a piece of apparatus 

from two days to half a day.

Watson Gym Equipment works exclusively in the 

fitness industry, supplying strength equipment to 

high-end PT gyms, for training professional and 

Olympic athletes. Operating with 40 employees 

out of premises totalling 40,000 square feet, the 

company ships around 30 per cent of its products 

to Australia with another 30 per cent going to 

the USA. Twenty-five per cent stays in the UK 

(some of which is for top-end home gyms – for 

example, footballer John Terry is a customer), 

with the remainder destined for Europe and the 

Middle East.  

Their product range of around 200 machines 

is geared towards those where weights and 

weight plates are added, focusing on anaerobic 

exercises to increase strength. They are 

manufactured from sheet metal, and box section 

steel. 

Managing Director Simon Watson says a 

partnership between their CNC machine tool 

supplier Mazak, and CAD/CAM specialist 

RADAN, has completely transformed the way 

they now cut that box section steel.     

It is all carried out on a Mazak Fabri Gear 220 ll 

laser tube cutter, pre-installed with Mazak’s FG-

CAD/CAM, a software powered by RADAN’s 

laser tube system, Radtube. This processes the 

most complex pipe and box section shapes in a 

fraction of the time taken by traditional methods.

“It replaces what we used to do manually, which 

was to take an eight-metre length of steel, cut 

it to the length we needed for the component 

on our piece of apparatus, mitre it and put the  

holes in.”

Another major advantage is that it 

enables tabs to be created in a style 

that the apparatus can only be put 

together one way. “We use different 

sized tabs and make them non-

symmetrical, so when the welder 

comes to fit the pieces together it’s like 

a jigsaw puzzle, completely eliminating 

human error at the assembly stage,” 

says Simon Watson. 

The software can also readily program a 

scalloping out procedure, giving added strength 

to the joints. “It does everything we were doing 

by hand…and a lot more besides, such as the 

tabbing. Previously we had to draw both the tabs 

and slots. But now I just click where I want the 

tab, input the gap around it, and it automatically 

inserts the slot immediately. The software really 

is phenomenal. It’s definitely transformed the 

way we manufacture, by automating around 80 

per cent of the manual work the welders were 

doing on cutting and preparation.”  

Another part of the process that the Radtube-

powered FG-CAD/CAM speeds up is where 

Simon Watson is designing box section 

components which are identical, except for the 

addition of holes...mainly for the frames of their 

weight machines. “One side may have numerous 

holes in it, but none in the other. Instead of having 

to draw it twice, I draw it once with the holes, 

create a mirror image, and put everything into 

FG-CAD/CAM and simply take out the holes.”  

The company has used a Mazak mill, flatbed 

laser and two lathes to cut other components 

for several years. But it was seeing how much 

time the welders spent manually cutting and 

processing the box sections that prompted him 

to take the next step and invest in a laser tube 

cutter. “As well as the actual cutting being so 

time consuming, there was a lot of downtime for 

changing blades and maintaining saws. Also, 

when someone’s cutting lengths of steel 20 

times, they’re not going to get all 20 to the exact 

same length.

“But with the laser tube cutter CNC machine 

and specialist software we noticed massive 

improvements in time and accuracy right from 

the start. And it’s so easy to use. I felt quite 

comfortable doing basic tasks after just one 

day’s training. Within a couple of weeks I was 

completely comfortable doing anything.”            

Concluding, Simon Watson says: “The Fabri 

Gear and FG-CAD/CAM makes everything 

consistent and uniform, and also means if we 

need to replace any parts on an existing piece 

of apparatus we know the new part will be 

completely accurate.”  

www.radan.com
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Airbus turns to AM
To save time and costs during the production of aircraft components, Airbus 

Helicopters has recently turned to additive manufacturing.

There is barely any other sector that takes the 

issue of lightweight construction as seriously 

as the aviation industry – and with good reason: 

Every gram that can be trimmed off an aircraft’s 

weight helps achieve considerable long-term 

fuel savings. This benefits both airlines and also 

the manufacturers, who are able to compete 

for orders by offering ever more lightweight 

constructions. However, aircraft components not 

only have to be light; they also have to be stable 

and absolutely reliable. That is why special high-

tech materials and innovative manufacturing 

methods are becoming increasingly widespread 

in the production field.

Airbus Helicopters is also consistently searching 

for innovative lightweight construction solutions. 

The company, which has its head office in 

Donauwörth in Bavaria, is part of the Airbus 

Group, Europe’s largest aviation and aerospace 

company. The site, which has a workforce 

of approximately 7,000 employees, not only 

develops and produces a range of helicopter 

models such as the H135 and H145, but also 

specialises in the manufacture of aircraft doors. 

In Donauwörth, Airbus Helicopters manufactures 

more than 4,000 passenger and cargo doors 

every year.

As of recently, Airbus has been using an additive 

manufacturing process to produce shafts for 

locking these doors. The titanium component 

is created in a 3D printer, which applies layer 

after layer of the powdery input material to a 

baseplate measuring 400 x 400 millimetres. The 

fact that walls of the shaft are thin and that it has 

a complex geometry makes this manufacturing 

method particularly suitable. It cuts production 

costs as well as work and effort – and the 

most important thing of all: Sixteen of these 

components are installed in 

every A350. That adds up to 

a saving of slightly more than 

four kilograms per plane.

When the printing of the 

components is finished, they 

must be separated from the 

baseplate, which is also made 

of titanium. To perform this 

process, Airbus has invested 

in the KASTOwin amc fully 

automatic bandsaw. The 

KASTO machine has been 

in operation in Donauwörth 

since October 2018. What 

makes it so special? It has 

been specifically designed 

for the machining of additively 

manufactured parts.

An employee uses an electric lift truck to remove 

the baseplate and shafts, which can weigh up 

to 40 kilograms, from the 3D printer, transports 

it to the saw and places it on the clamping 

mechanism. Here, the plate is fastened in 

place extremely securely with thick screws and 

the machine is locked so that no fine dust can 

escape. What happens next is rather unusual: 

The entire mechanism rotates through 180 

degrees for the sawing operation and the 

components are therefore sawn upside down. 

This concept is unique and offers considerable 

advantages for additive manufacturing. After 

being cut, the parts cannot topple over or buckle 

– this prevents damage that could lead to time-

intensive reworking or even expensive scrap 

levels.

Before the sawing operation begins, the 

employee measures the thickness of the 

clamped baseplate and enters this using the 

job wizard of the AdvancedControl machine 

control system. The top part of the saw, which 

is equipped with a high-precision ball screw 

spindle drive, then moves to the exact height 

required. Because the plates can be reused 

many times and are ground flat again after each 

operation, they become thinner the more they 

are used. The intelligent control system makes 

it possible to saw the parts precisely to the 

corresponding dimensions on each individual 

operation. This also reduces the reworking effort 

and saves material – a cost factor that should not 

be underestimated when working with a material 

such as titanium.

When cutting is complete, the shafts fall into a 

container specially provided for this purpose. This 

is padded to prevent any damage to the parts. 

The operator removes them through a flap so 

that they can pass on to the next machining step. 

The KASTOwin amc is fully enclosed to prevent 

the ambient air from becoming contaminated 

with tiny particles, which are detrimental to health 

and may arise during the machining of additively 

manufactured components. The machine is also 

prepared for the connection of an extraction 

system. It therefore also complies with the most 

exacting requirements regarding occupational 

safety and operator protection.

Before opting for the KASTO machine, Airbus’s 

decision-makers conducted a number of trial 

cuts at the saw technology specialist’s premises 

at Achern in Baden-Wuerttemberg and were 

very impressed by the results. In addition, sawing 

the titanium plates proved to be significantly 

more cost-efficient than alternative machining 

methods such as milling or electrical discharge 

cutting. Compared to other plant and machinery 

in the giant factory hall, the KASTOwin is 

extremely compact and space-saving. It is easy 

to use and is greatly appreciated due to its 

short cutting times and the outstanding results 

it achieves.

For Airbus, the changeover to the 3D printing 

process and the acquisition of the KASTOwin 

amc have already paid for themselves: The 

shafts, which will subsequently be used to lock 

aircraft doors, are 45 percent lighter and 25 

percent more economical to manufacture than 

conventional components. Airbus Helicopters 

currently manufactures approximately 2,200 

of these titanium components at its factory in 

Donauwörth. The additive manufacturing of 

other components is also planned for the future 

– meaning that the KASTO saw will play an even 

more prominent role in the production process.

IDSawing : Additive Manufacturing

www.kasto.com
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‘Holding’ all the Aces 
Based at the heart of what has become known as Lancashire’s ‘Aerospace Valley’ Merc 

Aerospace specialise in the delivery of small to medium volumes, tight-tolerance 

components to demanding deadlines.

Merc Aerospace has been serving the 

aerospace sector for more than 40 years and 

aerospace related contracts still account for the 

vast majority of Merc’s work. Although, the skills 

that have been honed within the challenging 

aerospace sector have allowed the business 

to diversify and attract customers from several 

equally demanding areas, such as the defence, 

petro-chemical and energy industries. 

The AS9100 registered business’ policy of 

continuous investment in the best available 

machine tools has resulted in what is a very 

impressive plant list, including three, four 

and five-axis milling and twin spindle mill-turn 

centres. Merc’s high specification machine tools 

allow the efficient manufacture of a wide variety 

of complex, components and the production 

of parts from difficult to machine aerospace 

and subsea related materials, including nickel 

alloys, duplex and stainless steels, titanium and 

magnesium.

Prompted by continually growing demand, Merc 

recently installed an additional Matsuura MX-

330 PC10 5-axis machining centre, bringing 

its dedicated Matsuura cell up to 4 of these 

impressive, high-yield machines. As with its 

predecessors, the new Matsuura machine tool 

was equipped with advanced Lang workholding 

purchased from Thame Workholding.

Before the installation of the company’s two 

original Matsuura 5-axis machining centres, to 

allow the new machines to work to their maximum 

productive potential, thorough research was 

undertaken into the most suitable workholding 

systems. Having considered the offerings from 

several leading workholding companies, it was 

decided that the innovative Lang workholding 

range from UK agent Thame Workholding, was 

the ideal system.

Merc Aerospace Commercial Director, Richard 

Meade explained. “As we purchased both of our 

original Matsuura MX-520 machining centres 

and our recently installed models to satisfy 

increasing demand, we knew that installing 

these high-yield 5-axis machines was only half 

of the answer. 

“To make certain that we delivered the volumes 

of high-quality components demanded by the 

ambitious contacts we had committed to, we 

needed to source a superior range of robust 

workholding that would not only hold our 

workpieces securely, but would also be able to 

minimise our non-productive time spent on set-

ups and maximise our machine tools’ available 

production time.

“After considering several alternatives, a 

demonstration made by Tony Lewis of Thame 

Workholding convinced us that the Lang 

workholding ticked all of our boxes. Having 

now used the ingenious system for some time, 

we have estimated that we have slashed the 

time previously spent on set-ups by as much 

as 75%. In addition, the Lang system provides 

exceptional rigidity and repeatability of location, 

when for instance, moving a Lang vice that is 

holding a part to a second machine tool for 

further operations. 

“When undertaking tight tolerance work, the 

secure and robust nature of the system has 

helped us to achieve the required levels of 

precision and surface finish, thereby enabling 

us to further reduce our already low scrap rate. It 

also helps that the various elements of our Lang 

workholding have the kind of compact designs 

and profiles that give us excellent workpiece 

accessibility. This enables us to adopt our 

preferred, highy-efficient one-hit machining 

approach and to achieve further timesaving.

“Although selected on technical merit only, when 

comparing it to other brands, we were pleasantly 

surprised to find that Lang workholding was 

less expensive than some of the other less 

able products that we considered. As it has 

considerably increased our Matsuura machining 

centres’ available productive time and reduced 

our scrap levels, we are happy to report that our 

Lang workholding has delivered a much quicker 

return on our investment than we fist calculated.”

The UK agent for the Lang system, Thame 

Workholding, is a leading provider of 

workholding solutions for all types of machining 

in both standard and special applications. A 

high proportion of Thame Workholding products 

are designed and manufactured in-house, in 

addition, the business supplies several ranges of 

high quality, innovative products from companies 

such as Lang.

Tony Lewis, Thame Workholding Northern Sales 

Manager concluded. “As a workholding solution 

provider, Thame Workholding has the resources 

to offer either standard products from stock or 

bespoke design and manufacturing services to 

create the optimum solution to most workholding 

needs. Having spent some time so that I could 

fully understand Merc Aerospace’s particular 

requirements, I was certain that two specific 

Lang workholding ranges would be perfect for 

the company needs.

“Now used around the clock and delivering 

on all of the promises made, the Lang Makro-

Grip 5-axis Workholding system is proving to 

be the perfect solution for Merc Aerospace’s 

demanding 5-axis machining. Clamping on 

only 3mm of material and featuring Lang’s 

renowned stamping technology, the range 

delivers exceptionally secure holding for high 

performance milling and offers optimal access 

for 5 face machining.

“Also considered a great success by Merc 

Aerospace’s management is the Lang Zero Point 

Clamping System. Currently the lowest profile 

zero-point-system on the market at only 27mm 

high, Zero Point provides precise and repeatable 

multifunctional mounting of different fixtures on 

machine tables, indexers, cubes, rotary tables 

and mill-turn machine tools.

“As we were up against some very stiff opposition, 

all at Thame Workholding were delighted to win 

our first Lang order from Merc Aerospace. We 

regard the excellent reports and complements 

we have had from the company’s management 

and the many repeat Lang workholding orders 

we have received, as ringing endorsements of 

the system’s outstanding performance.”

www.thameworkholding.com

IDWorkholdingID Workholding



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

Magnesium & More
For some time now, magnesium has increasingly found its way into medical 

technology. This material has better mechanical properties than polymers; 

it is porous and bio-absorbable and thus avoids a physically demanding 

follow-up operation. However, the machining of magnesium requires 

maximum expertise, both by the user and by the machine manufacturer.

Tornos is a pioneer in magnesium machining 

and with regards to the manufacture of medical 

components from magnesium; the company has 

an expertise that is unique on a global scale. 

Here, the applications range from the generation 

of bone tissue to the dental and orthopedic 

areas through to cardiovascular uses. Therefore, 

the German social accident insurance institution 

for the metal range now places high demands on 

manufacturers that process magnesium. 

The user has to make sure that only suitable 

machines are used for machining with 

geometrically defined cutting insert. The kind 

of manufacturing, the machining processes 

(dry or wet machining) and chip removal must 

all be intrinsically matched. The machining 

parameters should be chosen in a way to make 

sure the risk of ignition and dust formation are 

largely avoided. Machining parameters such as 

insert geometry, tool sharpness, cutting speed, 

feed-rate and cooling must all be scrutinised. 

Besides the selection of the optimum machining 

parameters with regard to the generation of heat, 

the arrangement of nozzles for coolant supply 

and the quantity of cooling lubricant supplied are 

also essential.

Although magnesium can be machined with 

relative ease, it has a very annoying property. 

Magnesium dust and chips are highly flammable. 

Under certain circumstances, they can even be 

self-igniting. The smaller the particle size, the 

larger the corroding surface for atmospheric 

oxygen – this is the reason why magnesium 

dust is explosive when it reaches a certain 

concentration in the air.

For many years now, Tornos has been engaged 

in overcoming this problem and has gained 

an almost unique knowledge in the field of 

magnesium machining. For such applications, 

the experts in Moutier and Pforzheim (Germany) 

collaborate very closely with the specific 

customer and develop tailor-made solutions. 

When doing so, engineers are often faced with 

unknown customer-specific alloys as well as with 

short bars of low quality. Depending on the alloy, 

different chips can be expected. In this case, 

the integrated chip breakage 

cycles prove themselves. 

The particular kinematic 

system of the machines 

permits low cutting speeds 

with less generation of 

heat. In medical technology, 

the penetration of coolant into the 

material is not allowed and the workpieces are 

usually dry machined. 

The Tornos product range comprises Swiss-type 

lathes specifically designed for dry machining 

that require only a few adaptations. In general, 

only the coolant lines are removed. These 

are replaced by pneumatic cooling nozzles. 

If machines are equipped with a specific chip 

extraction system and a bar feeder with fire 

extinguishing system, the machines are well 

prepared for the machining of magnesium. With 

its automatic lathes, Tornos offers all-in-one 

solutions including various peripherals and tool 

systems for the efficient and highly productive 

manufacture of high-quality components made 

of magnesium. Based on standard machines, 

the machining process is individually optimised 

for each customer.

“Although magnesium can be machined 

with relative ease, it has a very annoying 

property. Magnesium dust and chips are highly 

flammable. Under certain circumstances, they 

can even be self-igniting.”

www.tornos.com
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A Boost for Oxford 
BioDynamics
Businesses involved in areas such as the pharmaceutical sector must demonstrate 

the highest levels of compliance, traceability and quality. Given the large volumes of 

documents generated by such organisations, important tasks such as keeping track of 

paperwork and ensuring compliance, can be extremely laborious and time-consuming 

activities. 
To help overcome these problems and assist 

in a wide range of other organisational tasks, 

the implementation of modern compliance 

management software is proven to save time 

and money. Modern compliance management 

software increases businesses’ levels 

of efficiency and productivity, whilst also 

significantly improving conformance with 

compliance protocols. 

A prime example of a business that has 

embraced the use of a premium quality 

compliance management software product, and 

is now reaping the multiple benefits of its use, is 

Oxford BioDynamics Plc.

A recent recipient of the prestigious Queens 

Award for Enterprise, Oxford BioDynamics Plc 

is a cutting-edge biotechnology company that 

is focused on the discovery and development 

of epigenetic biomarkers for use within the 

pharmaceutical and biotechnology industry.

The Company’s award-winning, proprietary 

technology platform, EpiSwitch™, aims to 

accelerate the drug discovery and development 

process, improve the success rate of therapeutic 

product development and take advantage of 

the increasing importance of personalised 

medicine.

Although, Oxford BioDynamics was previously 

using in-house developed document tracking 

systems, significant amounts of time was being 

wasted in areas such as the management and 

retrieval of information. Given the important 

work the company undertakes, to reduce the 

time spent by key members of staff performing 

tasks such as searching for documents, 

and to increase staffs’ available research 

time, a decision was made to investigate the 

available compliance management software 

products. Having considered and rejected 

several alternative electronic management 

systems, a chance meeting at an exhibition 

led to the discovering of Qualtrax compliance 

management software.

Oxford BioDynamics Plc. Chief Technology 

Officer, Aroul Ramadass explained. “Our 

proprietary technology platform enables 

pharmaceutical companies to reduce 

time to market, lower failure rates and cut 

costs at every stage of drug discovery and 

development. In addition, the technology 

provides significant insights into disease 

mechanisms for drug discovery and product 

re‐positioning programmes, and also enables 

the personalisation of therapeutics for patients in 

the context of challenging pricing environments 

where improved clinical outcomes are critical.

“Given the huge amount of documents Oxford 

BioDynamics generate and the multiple process 

protocols we need to follow to ensure that we 

retain our important laboratory accreditations, 

the management of these functions was proving 

both time-consuming and inefficient. Now, the 

implementation of Qualtrax compliance software 

has given us the tools we need to improve the 

management of our systems and documents.

“Our conversion to the Qualtrax system was 

extremely smooth. Soon after the software’s 

installation a Qualtrax trainer delivered a very 

informative on-site training program. Although 

the software is wide-ranging and helps us in 

multiple areas, it is extremely logical and easy 

to use, so our staff soon became proficient 

in its use. Therefore, soon after training was 

completed, our staff quickly loaded our new 

software with their documentation and created 

workflows such as internal audits.

“Although Qualtrax software was able to satisfy 

all of our needs “out of the box”, its flexible nature 

means that we have been able to easily modify 

and fine-tune the system to exactly match all of 

our specific requirements. A particularly useful 

aspect of Qualtrax is its API capability, this 

enables the easy connection to other software 

and allows us to take data collected in Qualtrax 

and automatically populate pre-approved forms 

and reports. Our staff have become particularly 

adept at this.

“The API integration has particularly helped us in 

report generation and in the approval process. 

The experimental reports are generated 

dynamically while the process protocols are 

completed in the laboratory. The reports are 

then attached to the approval workflow by API. 

A collection of all reports generated for a project 

are then collated as part of a technical file for audit 

purpose. This aspect of the Qualtrax software 

alone saves many hours of report writing and has 

considerably increased our overall efficiency in 

generating technical files.

“In addition to ensuring compliance and 

adherence to our rigid quality systems, we also 

now use Qualtrax for duties supporting project 

management. Although we originally identified 

Qualtrax as an ideal, secure, logical and fast 

document control system that our staff would 

have full confidence in, since its implementation 

we have found numerous other uses for this 

powerful software”

Qualtrax compliance software is a simple but 

effective tool for streamlining and managing 

laboratory accreditations and audits. The flexible 

software combines a robust document control 

engine with automated workflows, standards-

based auditing, and employee testing and 

training capabilities. Qualtrax is a true, all-in-one 

compliance solution for ISO and other quality 

standards, accreditation requirements and is 

an invaluable aid for managing both internal and 

external audits.

As a global leader in the field of compliance 

management software, Qualtrax provides users 

with a multitude of advantages, for instance, all 

documents are stored in a single location making 

document control infinitely more efficient. Only 

the most recent document version is accessible 

and readily available, also, if required documents 

can be set to “expire” after a certain amount of 

time, whilst electronic signatures are used to 

authorise approvals and create audit trails. 

New workflow systems eliminate the hassle 

of paper and provide visibility of bottlenecks. 

In addition, paper-based business processes 

requiring approvals are automated through the 

use of email alerts. Items needing attention are 

held in one place and their priority is increased 

based on assigned due dates.

In the important area of standards-based 

auditing, each document is associated with 

specific sections of a chosen ISO standard 

and can be searched accordingly. System 

administrators are able to perform gap analyses 

to identify missing documentation, significantly 

reducing the time needed for both internal and 

external audits.

Training functionality supports internal & external 

courses with associated testing and competence 

sign off by managers. Competencies can be set 

to expire and be re-tested to ensure ongoing 

staff compliance. A training record is maintained 

for each employee.

Employee competence & compliance tests can 

be associated with any document revision to 

ensure acknowledgement and comprehension 

of laboratory policies and procedures. 

www.qualtrax.co.uk
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Aerospace & 
Defence Quality 

Established in 1978, Excel Precision Group operates from two modern 

facilities in Gloucester and Leeds, which together house over 30 CNC wire 

and spark erosion machines. This capacity, along with its accreditations, 

make Excel one of the leading EDM subcontract operations in the UK, with 

particular emphasis on aerospace and defence.

“Few EDM subcontractors have both AS9100 and 

NADCAP approval,” states Steve Batt, Operations 

Director at the Gloucester facility. “This level of 

process control allows us to serve an extensive 

number of aerospace and defence customers. In 

addition, we currently hold company approvals 

from BAE Systems, Rolls-Royce, Goodrich, 

Safran Landing Systems, Dowty Propellers, 

Messier Dowty, MT Satellite, GE Aviation, Moog 

Aircraft Group, UTC Aerospace Systems, Mettis 

Aerospace and Triumph Actuation Systems.”

Along with the need to replace older machines, 

part of the reason behind the company’s 

investment in Sodick technology was due to 

the imminent ramp-up of an existing defence 

contract that is currently scheduled to run until 

2022. An NDA has been signed, so details are 

scant, but the parts involve the intricate wire 

erosion of titanium stock.

“We looked at both Sodick and our existing 

supplier of EDM machines, but the test cuts 

provided by Sodi-Tech EDM were simply better,” 

says Mr Batt. “In particular, the surface finish 

produced by the AG60L spark eroder really 

caught our attention. Due to the presence of 

debris, some machines struggle to replicate the 

surface finish achieved on the sides of parts, on 

the bottom face. However, this proved no such 

issue for the AG60L.”

Excel Precision’s AG60L has been set to work 

producing a variety of aerospace parts, including 

stainless steel actuator components. In total, 

the aerospace sector commands about 40% of 

the machine’s time. The other Sodick machine, 

the ALC600G wire EDM, has around 50% of its 

output sent to aerospace customers, including 

the titanium defence part. 

“Compared with our old machines 

and process, using the ALC600G 

has transformed our operation 

for this component,” says Mr 

Batt. “For a start, we previously 

needed two machines, whereas 

now the part is completed in its 

entirety on the ALC600G. Also, our 

old machine would only achieve 

a 90% pass rate on an angled 

face with a 5µm tolerance. With 

the Sodick machine, the pass 

rate is 100%. That step-up in 

quality makes a real difference 

on high value-added parts such as these.” 

Excel Precision is currently tasked with producing 

200 of the titanium defence parts every month, 

although this figure will shortly rise to 600. Using 

the ALC600G, the company can produce around 

24 per day. However, with work for other sectors, 

both Sodick machines run for 24 hours a day, 

four days a week, with long cycle-time jobs 

loaded at the weekends. Aside from aerospace 

and defence, the company serves further high-

end industries such as motorsport, nuclear, oil 

and gas, and medical.

“We’ve not had Sodick machines at Excel since 

before 1995, but we’re very pleased to make the 

switch back,” says Mr Batt. “The technology has 

moved on considerably and we cannot fault the 

machines or the team at Sodi-Tech EDM, who 

have been very supportive since installation in 

early 2019. Through our own mistake, we once 

accidently set off the fire extinguisher on the 

AG60L, but the response was excellent and we 

were back up and running the next day.”

Excel Precision actually began life in Leeds, but 

started the Gloucester operation seven years 

ago through acquisition. The machines at Gloucester were around 20 years 

old and the company has since been progressing its way through a steady 

replacement programme.

“One thing we’ve noticed is the compact nature of the Sodick machines,” 

says Mr Batt. “We were able to fit both Sodicks into the space previously 

taken up by one older EDM. Also, while we didn’t buy the machines for 

speed, it’s difficult not to notice the gains we’ve achieved. The titanium 

defence part previously had a cycle time of 65 minutes, but it’s completed 

in just 35 minutes on the ALC600G wire EDM, a 46% improvement. As 

for the AG60L die-sink machine, the results we get, particularly on deep 

cavities, is like nothing we’ve seen before. We have also reduced our 

electrode consumption dramatically; we can now complete many jobs 

using just one electrode.”

Good growth over the past two years has seen Excel Precision Group hit 

an annual turnover of £2 million, and more growth is expected moving 

forwards.

“There are many factors that set us apart from competitors, not least the 

capacity we offer and the accreditations we hold,” concludes Mr Batt. “In 

addition, we believe the level of work and service we provide is second-to-

none. It’s all about quality, on-time delivery and customer communications, 

all backed up by investing in the latest technologies.”

www.sodi-techedm.co.uk
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Lubricants

Welding and Metalworking Compliance
Total Lubricants is urging metalworking businesses to ensure they have the 

correct procedures in place for controlling exposure to the mist and fumes created 

in metalworking processes in order to comply with regulatory requirements. 

Since February 2019, the UK Health & 

Safety Executive (HSE) has strengthened its 

enforcement expectations and stepped up its 

inspection program following new scientific 

evidence that exposure to all welding fume, 

including mild steel welding fume, can cause 

lung cancer, as well as limited evidence linking it 

to kidney cancer. 

This builds on an inspection program the HSE 

introduced in 2017 which targeted manufacturing 

businesses where metal fabrication takes place 

in order to assess the methods of control of 

exposure to metalworking fluids. 

The HSE identified a potential risk of serious 

respiratory diseases such as COPD (chronic 

obstructive pulmonary disease), cancer and 

asthma, to those exposed to metalworking fluids, 

as well as the substances being hazardous to the 

skin and eyes. 

Enforceable by law under The Control of 

Substances Hazardous to Health Regulations 

(COSHH) 2002, business owners have a duty 

of care to ensure the risks from exposure to 

the mist and fumes produced from oil and 

metalworking fluids in various applications is 

properly managed. 

Businesses must evaluate the protection they 

currently offer any employees involved in welding 

activities to ensure they are compliant with the 

updated HSE expectations. 

The HSE states businesses should ensure 

effective engineering controls are provided 

and correctly used to control fume arising from 

welding activities. Where engineering controls 

are not adequate to control all fume exposure, 

suitable respiratory protective equipment (RPE) 

is also required to control the risk from residual 

fume. 

There are many variations of metalworking fluid 

available in the market to suit a raft of different 

manufacturing applications and processes and 

they are usually either neat or soluble. 

Total Lubricants introduced FOLIA to the UK 

market in 2019. Based on renewable raw 

materials in the form of a biopolymer, and free 

from oils and solvents of any kind, FOLIA offers 

extraordinary performance and versatility 

coupled with industry-leading health, safety and 

environmental benefits.

It contains fewer hazardous components 

than conventional metalworking fluids, and 

is formaldehyde and boron free, odour free, 

creates no fumes due to its high cooling power 

and does not cause dermatitis. As testament to 

FOLIA’s health benefits, its packaging carries no 

health hazard labels.

Peter Allen, metalworking technical sales 

manager at Total Industrial Lubricants, said: 

“There are two issues here which the HSE is 

taking very seriously. The first is the health effects 

of exposure to the mist created by metalworking 

fluids during manufacturing processes and the 

second is workers’ exposure to welding fumes.  

“Although FOLIA is not directly used in the 

welding process, if the metal parts have been 

cut/processed with a conventional metalworking 

fluid prior to welding, then the fumes emitted 

during welding can be hazardous. Using FOLIA 

for all metalworking applications prior to welding 

can therefore help to eradicate the problem. 

“We are finding that larger businesses are better 

prepared to meet HSE expectations than some 

smaller organisations which, for example, may 

not have a dedicated health and safety manager. 

“Because it produces no fumes, FOLIA goes 

above and beyond the required health and 

safety standards helping to mitigate some of the 

HSE challenges that fall under the responsibility 

of the manufacturer in terms of their obligation 

to manage workers’ exposure to harmful 

substances.”

FOLIA is a multi-purpose metalworking fluid 

suitable for a range of applications including 

turning, broaching, tapping, drilling, sawing and 

grinding, across sectors including automotive, 

aerospace, fasteners, pharmaceutical and 

precision parts. 

Total is committed to health and safety and 

can provide technical support on best practice 

procedures and training to help ensure 

customers are operating safely, compliantly and 

in line with industry regulations.

www.total.co.uk
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Sharp Focus 
Back in 1959, Walter Morette was persuaded by a friend to invest $40,000 in a saw blade servicing company. The 

business progressed at a steady pace, but it was the company’s first encounter with Vollmer that helped to drive 

the business forward. Pre-dating the inception of Vollmer USA, Walter purchased the first Vollmer machine flown 

into the USA in 1969 - not being one to wait for the slow boat. 

At that time, the Sharp Tool Company was 

operating tool and cutter grinders, but it was 

arrival of the Vollmer Finimat that provided the 

ability to conduct face and top grinding of circular 

saw blades automatically. This transformed the 

business from a service company to a full blown 

manufacturer of saw blades. The machine proved 

such a success that another two rapidly followed 

and a 50 year relationship with Vollmer was born.  

The US$1m investment in Vollmer technology will 

now blast the Hudson business into the future of 

saw blade manufacturing and service. 

The modern face of the business sees Sharp Tool 

manufacture upward of 700 saw blades every 

week with over 4,000 continuously on order and 

an additional 1000 HSS and carbide tipped saw 

blades being serviced every seven days. All of this 

didn’t arrive by good fortune. Company President 

Paul Morette who purchased the company 

from his father Walter in 1982, also inherited his 

father’s relentless work ethic and passion for the 

business But as any successful business owner 

will acknowledge, achieving success stretches far 

beyond hard work; and in the case of the Sharp 

Tool Co, they have had Vollmer in their corner for 

half a century to help them on their journey.

The investment in the first Vollmer Finimat 

machines half a century ago certainly paid 

dividends, as the robust build quality of the 

Finemat’s stretched their working life long into 

the 1980’s. In 1982, when Paul took the reins of 

the business, the company had just five staff; this 

number has now grown to over 40 employees that 

operate out of a 22,500 sq/ft factory filled with the 

latest grinding and automation technology. 

Like the Vollmer Finimat machines that took 

the Sharp Tool Co from a service to Production 

Company in the 60’s, it was the arrival of four 

Vollmer CHC20 machines in the late 1980’s that 

gave the business the platform and impetus to 

grow...rapidly. The Vollmer CHC20 face and 

topper grinding machines were a step change 

that enabled the business to grow aggressively. 

The arrival of automated production from the 

Vollmer CHC machines streamlined operations 

and enabled the company to grow rapidly without 

excessive labour.

The four CHC20 machines were followed by a 

Vollmer CHC25 and through the 80s and 90s, the 

ambitions to push the boundaries of the machines 

noted Sharp Tool making modifications to the saw 

blade sleeves on the CHC machines to extend 

the processing range beyond the standard 3.5 

to 32 inches to achieve 2 to 52 inches, giving the 

manufacturer the facility to extend its saw blade 

diameter range and push into the pallet saw 

segment.

Adding to the CHC machines shortly after the 

millennium, Sharp Tool Co added an Akemat 

F10 side grinding machine in 2006.  However, 

like the Finimat machines before them, the CHC 

machines were reaching the end of their service 

life. This coincided with a paradigm shift in the 

landscape of the circular saw blade industry in 

the USA. As Company President, Mr Paul Morette 

recalls: “Over the last five years the saw blade 

industry has changed beyond recognition. Big 

investment groups are snapping-up smaller 

family owned saw blade businesses and creating 

huge ‘group’ businesses. Run by investors and 

accountants with no expertise in the industry, 

these guys are cashing-in by reducing inventory 

and allowing highly skilled staff and business 

owners to exit the industry. The result is increased 

lead-times, reduced service and investment, plus 

the loss of business relationships that date back 

generations.”

As Company Vice President Mike Morette 

explains “While we’ve had our offers to sell our 

business, our focus is always on our customers. 

The consolidation strategy by conglomerates 

has resulted in huge growth for our business with 

more than 10%+ year-on-year growth over the last 

four years. This growth is accelerating as a result 

of competitor consolidation strategies. Almost 

90% of our production is made-to-order special 

saw blades and while competitors are losing 

focus on this segment, our investment in new 

Vollmer machines will consolidate our position 

and support our future growth.”

With consolidation resulting in long-term saw 

blade consumers losing their valued supply 

chain, Sharp Tool Co visited the GrindTec 2018 

exhibition with an aim to invest in new technology 

and capitalise upon the situation. The result was 

an immediate recognition that the new Vollmer 

CHX1300 servo driven grinding center and the 

CHX840HS with automatic blade loading would 

be the perfect fit for Sharp Tool Co. The Vollmer 

CHX1300 and CHX840HS were ordered shortly 

after the event for face and top grinding in a single 

set-up. Within a matter of weeks, the company 

added to its order with an additional CHX840, 

which was followed with an order for the CHF1300 

side grinding machine to complement With the 

CHX1300 and CHX840HS hitting the shop floor 

in January 2019 with an immediate impact, the 

company ordered its fifth machine, another 

CHX840 in April 2019, which was delivered in the 

summer. The second CHX840 landed in March 

with the CHF1300 rapidly following in June 2019.

Even before all the machine orders land in the 

workshop, the Sharp Tool Co has witnessed a 

multitude of benefits that are far ranging. As Mr 

Paul Morette continues: “The instant benefit of 

the machines is huge. The surface finishes and 

the precision on our saw blades is much better 

than before. This will improve the service life of 

our products for our customers. Added to this, by 

completing face and top grinding in a single set-

up, we are improving our consistency and overall 

quality. This is an investment we have made to 

benefit our customers.”

“For sure there have to benefits for the Sharp Tool 

Co too. With the new machines, we are now doing 

face and top grinding in a single set-up. This has 

eliminated secondary set-ups and it is saving us 

the equivalent of two employees a year, maybe 

US$100,000 a year labour saving”

www.vollmer-group.com
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As part of the extensive open forum programme, speakers include 

representatives from Siemens Digital Industries, BAE Systems, McLaren 

Automotive and IBM Academy of Technology. Bringing together over 500 

exhibitors and over 15,000 professionals across the manufacturing and 

engineering sector, Advanced Engineering also includes an extensive open 

forum programme with over 200 presentations. 

For 2019, the event has secured a wealth of industry professionals to 

participate in forums that will discuss latest innovations, technologies and 

key issues in the engineering industry. Other confirmed speakers include 

Ford Motor Company, GKN, Johnson & Johnson, Honeywell, Williams 

Advanced Engineering and Prodrive. The Open Forum programme covers 

five of the six show zone categories; connected manufacturing, aerospace, 

composites, automotive as well as medical device engineering, which is a 

new show zone and forum for 2019. 

Each forum includes a schedule that offers insight on important topics in 

the industry and counts towards Continuing Professional Development 

(CPD) for attendees. The connected manufacturing forum will cover topics 

such as Industry 4.0 and data usage, while the aerospace engineering 

forum will discuss additive manufacturing applications and aerospace 4.0. 

The composites engineering forum will discuss next generation materials, 

the automotive engineering forum will showcase sustainable and additive 

manufacturing and the medical device forum include sessions on wearable 

technology, cybersecurity and 3D printing. 

“UK manufacturing is flourishing and 

the Advanced Engineering show 

displays that in all its glory”, 

said Jeremy Whittingham, 

Head of Marketing at Advanced 

Engineering. “It is vital to educate 

and celebrate the engineering 

and manufacturing industries 

across the world and that’s why 

Advanced Engineering is welcoming UK 

businesses such as McLaren and BAE Systems, 

as well as international companies like Siemens. “The forum programme is 

a great opportunity for attendees to engage and learn about current trends 

in the industry from some of the biggest names in the sector, while the 

exhibition provides the opportunity for attendees to network and present 

their products to industry professionals alike”, continued Whittingham. “We 

will announce more speakers and topics for discussion on our website in 

the weeks leading up to the show.” 

Advanced Engineering will take place on October 30 and 31, 2019 at the 

NEC, Birmingham. If you are interested in attending the show, would like 

more information on speakers, forums and exhibitors or would like to 

register to attend, visit: 

www.advancedengineeringuk.com 

Advanced Engineering 2019 

Announces Guest Speakers

The UK’s largest annual engineering show, Advanced Engineering 

has announced some of the guest speakers that will be presenting 

at the show on October 30 and 31, 2019 at the NEC in Birmingham. 

SEE THE MSL MEDIA TEAM ON STAND N81

Traceability, data capture software and 
connected technologies
Raw materials, parts and finished product traceability practices have traditionally been the province of highly regulated operations that 

are legally bound to demonstrate compliance, such as the pharmaceuticals, aerospace and automotive sectors. Now, as a much wider 

industrial base wakes up to the promise of Industry 4.0 and its impact on manufacturing economics and logistics, traceability issues have 

taken on much greater significance for companies operating at every stage along the supply chain.

Traceability has always been a vital aspect of 

pharmaceuticals production and the supply of 

military, aerospace and automotive components 

which carry real risk of harm to end users - 

not to mention supplier reputation - should a 

product have been compromised during the 

manufacturing process. However, Industry 4.0 

sets a higher priority for traceability among more 

mainstream manufacturers; efficient production 

methodologies demand an unbroken, fully 

connected supply chain along which participants 

are able to track not just the movement of parts 

and materials in real time, but the history of 

their manufacture, the processes involved and 

the sources of the raw materials used in that 

manufacture.

With the evolution of Industry 4.0 and its 

requirements for the efficient collection 

and dissemination of manufacturing data, 

traceability is becoming an essential element of 

the manufacturing process, no matter at which 

level it happens to be deployed within the supply 

chain.

Tracking individual parts throughout the entire 

supply chain’s manufacturing processes and 

beyond into distribution and the after-market are 

critical to the functioning of highly-automated 

‘smart’ factories, cyber-physical production 

systems and interconnected supply chains that 

define the Industry 4.0 manufacturing operation.

Pryor will be showcasing traceability and data 

capture software and connected technologies; 

demonstrating the ability to track individual parts 

throughout the entire manufacturing process, 

demanded by Industry 4.0.

Laser marking will also be on display, with high 

speed “on-the-fly” marking performed on parts 

on a moving conveyor. Used in high volume 

automotive production, each part can be 

uniquely identified, logged and traced within 0.5 

seconds.

www.pryormarking.com/knowledge-centre
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Focus on FST Compliance  
in composite materials 
to enable uptake in Mass 
transportation sector 

Cecence are a multi-award award winning 

composite engineering, design and 

manufacturing company specialising in 

aerospace and rail FST compliant solutions 

as well as innovative solutions for defence, 

space and sports & leisure sectors. They 

provide integrated solutions, problem solving, 

prototyping & development, material supply, 

production, project management and composite 

consulting services. The materials and 

components Cecence supply are specifically 

formulated for fast production using press 

moulding, reducing production time and cost. 

Cecence are also able to manufacture using 

standard composite processing; autoclaving, 

infusion etc. AS9100 certified.

Cecence, exhibiting on stand M30, have taken 

cutting edge developments in Marine and F1 

and applied them to aerospace and rail with the 

focus on the production of lightweight structural 

composite components.

Their key to gaining a foothold in the aerospace 

and rail markets was to satisfy FST compliance 

whilst at the same time keeping costs down. 

Fast processing techniques and easy and safe 

to use phenolics paved the way for the company 

to introduce new materials to previously closed 

markets.

www.cecence.com

Advantage Metrolog X4
When a customer standardises all measuring devices and applications 

based on a single software platform, the initial cost of doing so is soon 

recouped through the many advantages provided.

Of course, there is always an initial cost 

involved, which can sometimes seem to be 

a heavy price to pay at first glance. However, 

compare that to the cost of having to replace 

software on a regular basis and constantly re-

train engineers in different software platforms, 

in addition to the fact that users will never 

become “experts” if they must maintain their 

knowledge of several different softwares. The 

flexibility of Metrolog X4 knows no boundaries, 

so users are investing in not just a solution for 

today, but in a long-term solution that will be 

with them for many years to come.

Peterborough and Derby based Measurement 

Solutions have been the UK sales and support 

partner for Metrologic Group since 1998. The 

advantage to be gained by using Metrolog 

X4 is best summed up by Andrew Tagg, 

Managing Director: “For many years, we have 

seen companies, technologies and concepts 

burst onto the scene only to disappear just 

as quickly. Throughout that time, Metrologic 

Group have been at the forefront of metrology 

software, and today their software is still used 

every day by the world’s leading manufacturing 

organisations to solve complex measurement 

problems. I know of many customers that have 

gone through the pain of having to change 

software several times in recent years due 

to lack of software development or product 

support – that can’t be efficient or cost-

effective for the user”.

For anybody that is considering measuring 

software, Measurement Solutions will visit 

users and very quickly connect a laptop PC 

to just about any device for a live demo using 

the customer’s own measuring equipment. 

“The look of disbelief from users when we visit 

them and have their equipment measuring 

using Metrolog X4 within a few minutes of 

arriving on site is great to see”, comments 

Andrew Tagg. “This is most noticeable on CNC 

CMM’s or robot-based systems, where we can 

quickly and confidently take full control of the 

measuring system under one software, with no 

“ifs or buts” – it just works, every time”.

Measurement Solutions will be exhibiting 

Metrolog X4 on a several portable 

measuring systems at Advanced 

Engineering stand G4. For more details, visit  

www.measurement-solutions.co.uk or call 

them on 01733 325252.

ID Exhibition Preview
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LK Metrology to launch new 
range of compact CMMs  
At the Advanced Engineering show this year, a new range of CMMs 

will be launched by British manufacturer LK Metrology offering 

high accuracy and repeatability in a compact footprint.

Built at the company’s factory near Derby, 

the new ALTERAC machines are available 

in three sizes. ALTERAC is equally at home 

in an inspection department or on the shop 

floor, especially as pneumatic mounts isolate 

the CMM well from nearby sources of low 

frequency vibration such as large machinery. 

The CMM control may be either stand-

alone, or integrated into the machine base 

with a keyboard on an arm at the side, giving 

the customer a choice that best suits the 

installation site. The latter option also facilitates 

relocation of the equipment once installed. The 

inclusion of Renishaw encoders with 0.05 µm 

resolution optical scales for high volumetric 

accuracy not only leads to outstanding 

metrology but also provides immunity to the 

ingress of contaminants.

Measurements taken with a touch-trigger 

probe at a series of points, ideal for acquiring 

information on dimensional accuracy, is 

increasingly being augmented by continuous-

contact probing (analogue scanning) and laser 

scanning to allow high speed collection of 

data on complex freeform surfaces. ALTERAC 

measuring machines are able to deploy all 

three types of sensor. Such flexible data 

acquisition boosts measurement throughput to 

avoid bottlenecks in the metrology department, 

provides a comprehensive awareness of 

component conformance, and meets today’s 

manufacturers’ requirement for a CMM that 

underpins concurrent engineering practices to 

speed time to market for new products.

The CMM structure has been optimised 

using computer aided solid modelling and 

finite element analysis, particularly within 

the bridge section, and is finely tuned to 

maximise stiffness, reduce vibration and 

provide smoothness of axis motion, all of which 

are fundamental to delivering high accuracy 

measurements. Such is LK’s confidence in its 

design methods that it offers an unparalleled 

10-year guarantee covering dimensional 

stability.

www.LKmetrology.com

Engis brings Innovative 
Superabrasives 
Solutions

Engis UK, the European Division of Engis 

Corporation, specialist in superabrasive 

finishing systems, will be showcasing a 

selection of its extensive range of surface 

engineering solutions, including diamond 

and CBN grinding wheels, abrasive slurries 

and mould polishing compounds, at 

Advanced Engineering 2019.

As a global company with over four decades 

of expertise in the design and manufacture 

of lapping and polishing solutions, from 

consumables to complete installations, Engis 

offers customers a full systems approach, 

with the ability in its specialised development 

laboratories to create tailored systems to achieve 

even the most challenging superfinishing 

objectives. 

And, of course, Engis technical application 

specialists will be on the stand to discuss 

visitors’ specific needs and Engis’ whole range 

of superabrasive machines and consumables. 

www.engis.com



ID Industrial Director

Page 54  -  October 2019  -  industrialdirector.com

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.

Amazing. We are highly commended in the Large Employer Category 

at the @WMAANetwork #appawards19 #localandproud

Our giant carbon fibre air brake doors have arrived! These will be 

locked in place at specific angles during high speed testing, and will 

be movable for the following record breaking runs. They’ll withstand 

loads of 5tonnes / 50kN air pressure!

@KMFmetal

@Bloodhound_LSR

With the Haas Mist Condenser, you can start loading parts 

sooner, without waiting for the coolant mist to clear from the 

machine enclosure. Shop the Haas Coolant Mist Condenser on 

our website at http://ow.ly/IG2630pBkHd

How much do you know about vibration damping technology? 

What is its connection with earthquakes? Read on as Edd China 

(Discovery’s Wheeler Dealer fame) explores vibration damping 

with Sandvik Coromant. http://bit.ly/2m9iSBC

It was a great week! Great show. Great talks and visitors. Just wow... 

Soon we’ll share some of our #EMO2019 impressions with you :)

@Haas_Automation

@SandvikCoromant

@StarragGroup




