
Thread whirling at its peak

Turbocharged threading: HORN turbo whirling® with 9 S271 indexable inserts cuts machining times 

in half while increasing tool lives. It has been specially developed for single-start and multi-start 

threads with a larger allowance for the material diameter. With 3 pre-cutters and 6 final cutters, you can 

carry out pre-whirling and finish-whirling in one process. The new cutting division ensures an even 

load. The double-edged inserts are individually tailored to the thread profile and the material. The 

modular tool system ensures precise threads with maximum tool lives. www.phorn.co.uk

G R O O V I N G    P A R T I N G  O F F    G R O O V E  M I L L I N G    B R O A C H I N G    P R O F I L E  M I L L I N G    R E A M I N G

HORN – LEADERS IN GROOVING TECHNOLOGY

www.phorn.co.uk
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We bring together all our sheet metal cutting machines with Lantek CAD/CAM, the most advanced in
the world, even though they are from different manufacturers and have different technologies. We
manage all of them from one single software system allowing us to optimise and improve our
manufacturing processes, providing us with real-time data at every step. Data that allows us to be more
competitive and service our customers better.

And this is just the beginning. Because Industry 4.0 is not just a concept, it is the new manufacturing
ecosystem, where the most adaptable will have the advantage in a fast changing world.

Will you be one of those?
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Tooling manufacturer Horn has introduced tools for thread
whirling, having six or nine inserts, providing an efficient,
cost-effective way to produce single- and multi-start external
threads and profiles. Very short cycle times are achievable when
they are used on sliding-head Swiss-type lathes and the process
offers other significant advantages over single-point thread cutting.
With its base carriers and ring cassettes, the new type M271
modular tool system offers a multitude of combinations tailored to
the various Swiss-type lathes and drive units on the market. 

The S271 high-precision system allows customers to choose
between conventional whirling with six or nine indexable inserts per
ring cassette or the new Horn turbo whirling method, which uses
nine precision-ground, double-edged indexable inserts. Three are
for roughing, the remainder being finishing inserts, and all are
tailored to the thread profile and material to be machined. Each
cutting edge is subject to equal load, an additional factor in
extending tool life.

Inserts are held accurately in place by a Torx screw, achieving
maximum rigidity and precise indexing. Thus handling is optimised
during insert replacement in the new modular whirling heads or
conventionally in Mono block tools.

A tool configurator, which is available on the Horn website at
www.phorn.de/en/products/milling/thread-whirling-tool-
systems, facilitates choosing the right combination of machine,
drive unit and tool. The correct cutting data is also provided thanks
to the new HCT cutting data calculator, which can be accessed via
the same page.

Horn has introduced a modular thread whirling system and turbo
whirling options with three roughing inserts and six finishing inserts
per tool cassette. During turbo whirling, the former inserts machine
the workpiece to the defined external diameter while the finishing
cutting edges ensure that the thread flanks are geometrically
flawless.

Horn Cutting Tools Ltd   Tel: 01425 481800
Email: info@phorn.co.uk   www.phorn.co.uk   
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Modular thread whirling
with turbo options
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Global precision engineering company,
Renishaw plc is one of the most successful
British companies, having grown from a
small innovative R&D and engineering
company in 1973 to a global player with
over 4,000 employees today.

Renishaw was established by David
McMurtry (now Sir David McMurtry),
chairman and CEO and John Deer, deputy
chairman. The company's first product, the
touch-trigger probe, had been invented by
Sir David to solve a specific inspection
requirement for the Olympus engines used
on the supersonic Concorde aircraft. This
innovative product led to a revolution in
three-dimensional co-ordinate measure-
ment, enabling the accurate measurement
of machined components and finished
assemblies.

Throughout Renishaw’s history, it has
made a significant commitment to research
and development with typically around 14
to 18 percent of annual sales invested in this
key area. This has enabled the company to
diversify into sensors for CNC machine tools
which are used for automating machine
setting operations and in-process part
measurement, position encoders for
accurate motion control, laser inter-
ferometry for machine performance
evaluation, systems to produce dental
crowns and bridges, Raman microscopes for
spectral analysis of materials, gauging
technology, additive manufacturing and
rapid prototyping, laser measurement and
surveying systems and medical devices for
neurosurgical applications.

Last autumn, the Gloucester-based
company opened a new Healthcare Centre
of Excellence at its Miskin site, located close
to Cardiff, South Wales. The Centre, which
was formally opened on 29th September by
The Rt Hon Carwyn Jones AM, First Minister
of Wales, provides a facility for the
manufacture of custom medical devices, as
well as education and training for the life
sciences community. The Renishaw
Healthcare Centre of Excellence is a unique
facility that highlights the company’s
continuing technology advances for the
healthcare sector, including patient-specific
implants, dentistry and neurosurgery. It
contains a mock non-sterile operating
theatre and facilities for education, training,
workshops and lectures, plus a facility for

the manufacture of Class 3 custom medical
devices produced on Renishaw metal
additive manufacturing (3D printing)
machines.

Renishaw believes that it is extremely
important that neurosurgeons have a
familiar and comfortable environment in
which to practise using its latest technology.
The mock operating theatre suite within the
Healthcare Centre of Excellence mimics a
real-life hospital setting, but without the
complication of a sterile environment. In the
state-of-the-art suite, which is lead-lined to
enable X-ray use, surgeons can be trained to
perform highly complex stereotactic
neurosurgery procedures using the
Renishaw range of neurological products.
The suite also includes video and audio
technology that allows the live streaming of
training to the adjacent lecture theatre or to
the neurosurgeon’s support team that may
be located in another country.

Stereotactic neurosurgery is a technique
used by neurosurgeons to locate surgical
targets within the brain in a minimally
invasive way. Surgeons would most
commonly use this technique in procedures
including deep brain stimulation (DBS),
stereoelectroencephalography (SEEG) and
biopsies. 

The manufacturing facility within the
Healthcare Centre of Excellence produces
custom medical devices under an ISO13485
quality management system. Here
Renishaw’s extensive manufacturing
knowledge combines with its latest metal

additive manufacturing machines to enable
the precision production of dental
frameworks, craniomaxillofacial patient
specific implants, jigs and guides.

Renishaw is a world leader in the design
and manufacture of metal 3D printing
systems which are made at the Miskin site in
a production hall adjacent to the Healthcare
Centre of Excellence, the only such products
made in the UK. The site, purchased from
Robert Bosch Limited in September 2011,
has now been fully refurbished by Renishaw
and the 460,000 sq ft facility also includes
the manufacture of metal components,
electronic sub-assemblies and healthcare
R&D activities.

The close proximity of Renishaw’s
manufacturing operations to the Healthcare
Centre of Excellence is seen as being highly
beneficial for collaboration between
engineers and healthcare professionals, as
they work together on current and future
healthcare challenges. A demonstration
area within the Centre also showcases
Renishaw’s full range of metrology and
healthcare technologies, including Raman
spectroscopy instruments, neurological
products and therapies, dental scanners and
frameworks, molecular diagnostics and
additively manufactured implantable
devices.

Renishaw presents implant technology for
oral and maxillofacial surgeons
Renishaw attended the British Association of
Oral and Maxillofacial Surgeons (BAOMS)

What the doctor ordered
Roger Barber reports from the impressive Renishaw facility in Miskin, South Wales
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Annual Scientific Meeting at the
International Convention Centre in
Birmingham from June 28th - 30th. This
platform for surgeons and industry
professionals provided the opportunity to
present the latest research and
development in the field. Renishaw
presented its latest developments in
craniomaxillofacial implants supported a
workshop run by three surgeons with whom
it has collaborated.  

This year marked Renishaw’s third
appearance at the conference, where it
exhibited additively manufactured implants
and guides. The implants are designed
using information acquired from a patient’s
MRI or CT scan, produced on a Renishaw
additive manufacturing system and offered
in three finishes; clean, satin and mirror. The
implants and guides can be used in many
oral and maxillofacial applications.

Renishaw’s stand featured
demonstrations of its new implant design
software, ADEPT, to show first-hand how
easy-to-use the software is and how it can
improve a hospital’s working practices.

“3D printed implants and guides are
still considered a relatively new
technology for craniomaxillofacial
applications,” explains Ed Littlewood,
marketing manager at Renishaw’s
Medical and Dental Products Division.
“However, a growing number of UK
NHS hospitals are now using additive
manufacturing to improve
predictability, efficiency and safety. An
increasing number of surgeons are
commissioning the design and
production of additively manufactured
bespoke implants and guides.”

The importance of digital design
During the visit to Miskin, Bryan
Austin, director & general manager of
the Dental Products Division for
Renishaw, explained the importance of
digital design in the area of medical and
dental applications:

“One of the big challenges in subcontract
manufacture is that you need the data in
order to make the part. There are few
hospitals that have digital design capability.

You need to be regulated for approval for
in-house design. Alternatively, you need the
hospital to take on the design element and
send you the file. 

“We created the Adept program and we
are we are developing it further in order to
offer it to hospitals. It can currently only
design cranium plates and orbital floors. A
lot of cranium plates need to be designed
with splits in them for more flexibility. More
digital design is needed in order to send the
file to manufacture.

“We supply subcontracting of dental
implants and also supply solutions to
companies that want to take this on. We also
look after sales of additive manufacturing
equipment to end users.

“We have an advantage over our
competitors in that we manufacture under a
13485 quality management system up to
Class 3 for implantable devices. This means
that we can not only demonstrate to
potential customers what the AM
equipment can do but also the regulatory
quality environment that it has to be done
in. If you buy a machine from us, we can also
give you all the information you need. We
are the only metal additive company that
does that. 3D printing is not as simple as
people make out. It’s not just a question of
pressing a button and a part comes out.”

For more information, visit
www.renishaw.com/en/metal-3d-
printing-for-healthcare-24226 

Renishaw plc
Tel: 01453 524524
Email: uk@renishaw.com
www.renishaw.com

5
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Nothing lasts for ever, at least not in
endoprosthetics. Even the very best quality
of implant has only a limited life. One of the
main factors in this is the quality of the
surface finish. OTEC Präzisionsfinish GmbH
has extended the range of applications for
automated grinding and polishing
processes to medical engineering. This
means that a new dimension in surface
finishing can be achieved during the
manufacture of medical implants. 

Different types of implant place vastly
differing requirements on the surface finish.
Depending on the field of application, there
are a number of criteria which determine the
quality of the product: a highly accurate fit, a
homogeneous surface, pronounced or
minimal edge rounding. Combined with the
complexity of the shapes normally involved,
these factors have made reliable automated
processing virtually impossible, until now. 

A perfect surface extends the life of
replacement joints 
As a result of several years’ work, OTEC
Präzisionsfinish GmbH has developed
special parameters for the drag finishing and
disc finishing processes to meet the
particular requirements of implant

manufacturing. This makes it possible to
achieve fast and economical surface
finishing combined with consistent quality.
Workpieces of any shape and weight can be
deburred, ground, smoothed and polished
in a very short time. This is performed by
moving the workpieces through a
customised composition of abrasive media,
whereby the workpieces themselves are
either loose or fixed in a rotating holder. 

In the case of hip or knee joints, a
homogeneous, very smooth and highly
polished surface is demanded of the contact
areas. For this purpose OTEC has
developed a special dry process for drag
finishing. In this process the workpieces are
clamped in suitable holders and dragged
through the appropriate grinding and
polishing media in a number of stages.
Clamping the workpieces prevents them
from damaging each other. The processing
results depend on determining the ideal
clamping angle. This enables Ra values of
0.03 μm to be achieved. 

A mirror finish but with precise edges 
Bone screws and dental implants are made
of special stainless steel or titanium alloys. In
order to obtain a good fit, unrounded but
burr-free edges are required as far as
possible. A smooth, polished surface is
conducive to easy insertion and removal. 
Furthermore, the smooth surface simplifies
the process of disinfection immediately
before use. OTEC has developed a way to
fulfil all three requirements in a single
process. By using a disc finishing machine it
is possible to create a smooth, highly
polished surface without any significant
edge rounding. After this single-stage
process the workpieces are light in colour,
have a pristine finish and exhibit a much
higher quality. In this process Ra values of
0.03 μm can be attained. 

In contrast to this, bone plates usually
require a considerable degree of edge
rounding and the surface should be as
smooth and homogeneous as possible.
Here, too, a disc finishing machine is used,
albeit with different process parameters.
This enables all traces of stamping and chip
removal operations to be removed in a very
short time and produces a smooth,
high-quality surface. 

So-called otoplastic parts for hearing aids
or hearing protectors are made from special
plastics in a rapid manufacturing process.
This manufacturing process creates a rough
surface which does not provide the accurate
fit and comfort required for insertion into
the human ear. OTEC has developed a
process with which the ear moulds can be
ground in a disc finishing machine in a
relatively short time. The special design of
the machine gives a very high-quality

Mirror finish for medical implants

ADVANCED 
ENGINEERING2017
1 & 2 November 2017, NEC, Birmingham

The UK’s largest annual gathering of advanced engineering professionals 

Register for FREE entry today         www.advancedengineeringuk.com m m  
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A perfect surface extends the life of replacement
joint

A mirror finish with precise edges is no problem
with a process developed by OTEC
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smooth surface finish in a process that is
gentle on the material. This means that
sensitive workpieces can be processed very
quickly and reliably without fear of damage,
eliminating the need for complex and
time-consuming manual polishing and the
quality variations associated with manual
processes. 

From consultation to series production 
In order to best fulfil the requirements of
each individual application, it is essential to
determine the ideal combination of all
relevant process parameters. This includes
amongst other things the choice of process,
the composition of the processing media,
the speed of rotation, the processing time
and, in the case of drag finishing, the
clamping angle. 

For both processes OTEC supplies
machines in a variety of sizes, from bench
top units to fully-automatic plants. As for the
choice of the right medium, potential
customers are invited to have a sample of
their product processed free of charge at
OTEC’s finishing centre. This service is
available to customers all over the world. 

Systems for separating the finished
workpieces from the processing medium

and for reprocessing the water used
complete the OTEC range of products. 

OTEC is a medium-sized manufacturer of
drag finishing, disc finishing and stream
finishing machines. Founded by Helmut
Gegenheimer in 1996, the company has
steadily established itself on the market by
developing innovative new machine

concepts and numerous patented
processes. 

UK Agent:
Fintek
Tel: 01706 825819
Email: info@fintek.co.uk
www.fintek.co.uk

Sheffield-based Tecomet, formerly
Symmetry Medical, has installed three
Hermle trunnion-type 5-axis machining
centres for manufacturing stainless steel
medical components. The machines were
supplied between March and July 2016 by
sole UK agent, Geo Kingsbury. Full
production started in early October 2016
and quickly ramped up to around-the-clock,
high volume manufacture.

In view of the vast product range, two of
the Hermle C 400 machining centres have
87-tool magazines, allowing all component
variants to be produced without changing
cutters, so minimising downtime. The other
machine has a standard, 38-tool magazine
and is reserved for larger batch quantities.

Components are produced from two
grades of 316 stainless steel forgings
produced on the Sheffield site. Generally
they undergo two operations, although
some require only one. Programs are long,
as the components have complex shapes to
match the human anatomy, and some cycles
run to 300,000 lines of code.

Machining operations are mainly 3-axis

with the other two positioned and clamped,
while some components require 4+1-axis
cycles. They involve taper milling, slotting,
drilling and tapping and take between 25
and 90 minutes.

Tecomet production engineer Steve
Jackson says: “Hermle C 400 machines were
chosen for this latest production cell
because we know how good they are. 

“We installed a pair of smaller C 22 U
5-axis machines a couple of years ago to
produce medical instruments and the
installation has proved very successful.

“We have also been impressed with the
service from the UK agent, Geo Kingsbury.
The support is second to none. If we have a
problem on a machine or need help with an
application, they are on it like a flash.”

The Hermle C 400 is one of a new line of
machines that are of equivalent high quality
to other 5-axis models built by the German
manufacturer, but are offered with fewer
options. This lowers the price, so the 850 x
700 x 500 mm capacity machine costs
approximately the same as the 450 x 600 x
330 mm capacity, fully-featured C 22 U but

offers well over three times the working
volume.

Through-spindle coolant delivery,
essential for machining stainless steel, is
provided as well as tool measuring and
breakage monitoring. Minimal idle times
result from 6 m/s2 acceleration to 35 m/min
rapids in all linear axes. Trunnion swivel is 25
rpm through +91 / -139 degrees, while
C-axis positioning is at 35 rpm. Control is
provided by a Heidenhain iTNC 530.

Geo Kingsbury Ltd
Tel: 023 9258 0371
Email: sales@geokingsbury.com
www.geokingsbury.com

Economical 5-axis cell for producing medical components

The right mixture for precision: disc finishing machine from OTEC
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Advances in imaging technologies has been
one of the biggest boons to medical science
of the last century. From the first clinical
X-ray in 1895 to the development of CT
scanning in 1972 and MRI technology in
1981, the ability to carry out non-invasive
imaging inside the human body has become
a key aid to diagnosis, and even treatment,
across a range of conditions. 

Where MRI (Magnetic Resonance
Imaging) really scores is in the fact that not
only does it provide very clear images of soft
tissues within the body, but that it also
doesn’t require patients to be exposed to
potentially-dangerous, over the long term,
radiation to obtain those images.

MRI imaging works as the human body is
mostly made up of water. Those water
molecules, H2O, contain hydrogen nuclei
(protons) that can be pulled into alignment
when passed through a magnetic field. MRI
machines use powerful magnets to align the
nuclei before a variable magnetic field is
generated, causing the atoms to resonate
known as Nuclear Magnetic Resonance
(NMR). The nuclei then produce their own
rotating magnetic fields, which the scanner
detects to create the image. In short,
protons in different body tissues return to
normal spin patterns at different rates,
allowing the scanner to differentiate
between tissue types. The scanner settings
can also be adjusted to produce contrasts
between different tissue types and show
different structures in three dimensions.

Cambridgeshire-based Stainless

Metalcraft made prototype fabrications for
the very first MRI scanners in 1981 and to
date, the company has provided the
machine hardware for nearly half the world’s
population of MRI machines. This includes
both pre-clinical scanners (for use in
scientific research such as drug discovery)
and clinical scanners (for use on humans).

Demand for MRI machines around the
world is increasing as clinicians seek to
increase access to diagnostic imaging to

more communities, while the number and
types of conditions MRI images can be used
to diagnose is also expanding quickly. For
example, as well as musculoskeletal
problems, eye and inner-ear conditions,
strokes and aneurysms, there is a growing
body of evidence to suggest that MRI scans
can be used to detect autism in siblings and
is more effective than existing chemical tests
at identifying prostate cancer.

The challenge in both bringing MRI
technology to more patients and improving
diagnoses lies in making MRI technology
more affordable. 

The key to overcoming this lies with the
development of non-cryogenic MRI
scanners. 

Current scanner designs use liquid Helium
to cool the superconducting magnet coil to
a temperature of 4.2 Kelvin (-269 °C). A
typical scanner uses 1,700 litres of liquid
helium, which needs to be stored safely and
on older, non-recondensing systems,
regularly topped up.  If the magnet should
‘quench’, transitioning from the normal
operating superconducting state to an
electrically resistive state, the liquid Helium
becomes gaseous and expands to around
740 times its initial volume, displacing air in
the room. This can potentially create an
asphyxiation risk and so all scanning centres
currently require specialist ducting to be
installed as a safety feature, to duct away the

Helium free MRI machines hold key to greater access
By Austen Adams, MD of Avingtrans PLC’s energy and medical division

7 tesla magnet with 170mm diameter room
temperature bore

Stainless Metalcraft has provided the machine hardware for nearly half the world’s MRI machines

7 tesla magnet with 240mm diameter room
temperature bore
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If a component has to be drilled with one or
more holes of large length-to-diameter
ratio, a manufacturer has two options: buy a
deep hole drilling machine and the
associated tooling or send the parts out to a
specialist subcontract shop. Either way, TBT
UK  in Coleshill is frequently the go-to
company for these services, especially if the
work is complex, involves drilling multiple
holes at compound angles and includes
additional machining operations.

Managing director Mark Ramsay says:
“Since it was founded in 1966, our German
parent company, TBT Tiefbohrtechnik (TBT),
has consistently been at the forefront of
deep hole drilling technology, both for
off-centre, block-type work and for
concentric bar-type applications.

“Our company was one of the first to
introduce computer-controlled machines. It
develops control software on a continuous
basis and has built machines with over 30
CNC axes.

“It was also a pioneer in adding in-cycle
milling and threading operations, so a
manufacturer does not have to re-clamp a
part for subsequent operations. Handling
time is saved and accuracy is improved in
terms of hole position, diametrical tolerance
and straightness.”

All this functionality is available to both
purchasers of machines and to people using
the 1,700 square metre subcontract facility
in Coleshill, where 10 machines provide a
wide range of economical production
solutions to suit different applications. They
range from simple to complex and involve
drilling holes from 0.9 to 200 mm in
diameter and up to 4 m long (dependent on
diameter-to-depth ratio) in components
weighing up to a maximum of 24 tonnes. 

Mark Ramsay explains: “Our subcontract
division is undoubtedly one of the leading
deep hole drilling facilities in Europe. We
were led into this area soon after the TBT UK
subsidiary was set up in 1984, at which time
customers that had a requirement for deep
hole drilling in their components but could
not justify the purchase of their own
machine came to us for a subcontract
service.

“This coincided with the growth of,
amongst others, the oil and gas industry and
we found ourselves drilling deep holes in
complex components in difficult materials
including nickel based alloys to very

demanding delivery schedules. This led to
further work in the industry, which continues
to be important to us, as the requirement for
ever more complicated drilling plays to our
strengths.”

One reason for increasing component
complexity was the advent of powerful CAD
systems able to design such parts and the
widespread introduction of 5-axis machining
centres capable of producing them. The
trend was also obvious in mould and die
manufacture, another important sector for
TBT UK, as waterways in mould tools for
example are becoming ever more
convoluted and require CNC drilling at
precise and often compound angles.

By the mid-90s, subcontract work had
grown to become more than 50 percent of
TBT’s turnover in the UK and the proportion
has been steadily increasing ever since. It
prompted a move in 2003 from Kenilworth
to the current, considerably larger premises
with higher capacity craneage in order to
cope with the ever-increasing size of
workpieces. The company was able to cope
with increasing demand and the relocation
also allowed investment in a large,
table-type TBT machine to expand the size
of work that could be handled. 

Today, projects going through the
subcontract shop at any one time could
range from a single mould tool to thousands
of medical or engine parts. Often the

materials machined are exotic, from Duplex,
Super Duplex and other high-end stainless
steels to nickel-based alloys including
Waspaloy, Hastelloy and Inconel.

The facility, which contains a
comprehensive variety of machine types and
sizes as well as different technologies to
tackle the diverse work, is well equipped to
double as a showroom. Additionally, it is a
source of used deep hole drilling machines
for customers that cannot always justify the
cost of new equipment. An area is set aside
for used machines, which are purchased on
spec and rebuilt, and for refurbishing
machines to order.

According to Mark Ramsay, automation of
TBT machines is becoming increasingly
common for high volume production and
frequently repeating cycles, especially if a
machine has more than one spindle. A
gantry-mounted or pick-and-place robot
loads and unloads components and a tool
magazine can be fitted to allow automatic
exchange of mills and other cutters for
ancillary operations. More recently, auto
change of the gun drills themselves has
become process-stable after years of
research and development by TBT into ways
of handling these unwieldy tools reliably.

Retrofit of automation equipment to a
user’s machine, with full CE marking and
warranty on parts and labour, is carried out
in Germany at the main factory in Dettingen.

Deep hole drilling subcontract service expands
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Control system retrofits are performed in Coleshill, as are all service
activities for the UK market. Spares are available for machines built
by the company since its inception in 1966.

Apart from machine sales, refurbishments and retrofits, TBT
manufactures and supplies a wide range of types and sizes of deep
hole drills with a variety of cutting edge and chip breaker
geometries. In addition to new tool sales, the company retips and
regrinds customers’ tooling.

The drills are not only used on TBTs own machines. With their
precision, superior performance and internal coolant supply to the
cutting edge, certain variants for drilling shorter holes are well
suited to use on conventional machining centres and lathes. They
support the requirement for manufacturers to introduce one-hit
production on a single machine platform wherever possible to
reduce manufacturing costs and enhance component quality. 

TBT is a member of the multinational Nagel Group, which also
manufactures honing and superfinishing machines and tooling.
Unsurprisingly, TBT UK has equipment in Coleshill for providing this
ancillary subcontract honing service for bores in the size range 25 to
250 mm diameter by up to 4 m deep.

Looking to the future, Mark Ramsay concludes: “Aerospace is a
small part of our business at present, but sustained growth in this
sector in the UK should increase our deliveries into the supply chain.

“Automotive is also a significant market for TBT with the constant
drive for environmentally clean and fuel efficient vehicles. 

“Oil and gas is important for our subcontract shop and now shows
signs of recovery after a long period in the doldrums. A driver for
growth will be technically advanced deep hole drilling solutions to
make production more economical for traditional petrochemical

companies looking to compete commercially with fracking of shale
oil and gas.

“The renewables sector often needs our services, for example
drilling of wind turbine shafts, and remains relatively buoyant.

“The big one will be nuclear when, almost inevitably, new power
stations are built to meet the energy needs of a low-carbon world.
Deep hole drilling of heat exchangers and other components are
perfect applications for us.”

TBT UK Ltd
Tel: 01675 433250
Email: info@tbtuk.com
www.tbtuk.com

Our machine sales range includes:
• Horizontal deep hole drilling/boring machines
• Deep hole drilling/milling centres

Gorsey Lane, Coleshill, Birmingham, B46 1JU   Tel: 01675 433250   Fax: 01675 433260   Email: info@tbtuk.com   www.tbtuk.com

• Gun drilling

• Deep hole boring

• CNC turning up to 4 m in length

• CNC honing up to 4 m in length

• Small or large cylindrical or
prismatic components

• Sales and service of
gundrilling machines and tools

• Extensive range of gundrill
diameters in stock

• Express turnaround available
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During this year’s Moulding Expo in
Stuttgart, the German-based company TIBO
Tiefbohrtechnik GmbH presented the new
type KTE cross table deep hole drilling
machine. Tibo’s previous supply range
covered single and multi-spindle deep hole
drilling machines for round components.
The range of the machine maker from
Swabia is now complemented by the type
KTE machine series, which is suitable for
deep hole drilling in cubical components. 

Applications for the KTE series include the
tool and mould making industries, where
deep hole drilling is performed to create
coolant passages in the tools. The KTE cross
table deep hole drilling machine allows for
cooling channels with a diameter between
2 mm and 40 mm to be drilled at a depth of
1,000 mm and beyond. Required closing
threads can also be created quickly and
reliably, using the milling and tapping kit.
When it comes to control technology, Tibo,
as always, chose components of high
quality, equipping the KTE series with the
latest CNC control equipment 840d sl by
Siemens. The clamping table features a
travel path of 800 mm for the x-axis and
350 mm for the y-axis as well as a load
bearing capacity of at least 3,500 kg. 

The modular system that is familiar from
Tibo’s single fluted and BTA deep hole
drilling machines also allows for other

combinations of drilling range,
drilling depth and table size. The
large universal clamping table with
precision lifting elements and direct
position sensors leaves nothing to
be desired when it comes to
positioning accuracy and
repeatability. An optionally
available rotating tailstock also
allows for reversed centric drilling
of round components. This means
that the cross table deep hole
drilling machine series KTE can be
used for both eccentric deep hole drilling for
all kinds of components and for reversed
centric deep hole drilling, making it the new
all-rounder by the high-quality supplier from
Germany.

Deep hole drilling solutions for every
requirement
Whether it’s the oil and gas industry or
renewable energies, hydraulics and
pneumatics, automotive, aeronautical,
shipbuilding or wherever highly precise and
durable deep hole drilling machines are
needed, Tibo can provide optimum custom
solutions.

Oil & gas
Whether its drill collars, drillpipes or
submersible pumps, Tibo deep hole drilling

machines will allow high-precision drilling
operations with mimimal runout in alloys
typical for the applications such as nickel
steels. The machines come with additional
features specially developed for the task, for
example chip breakage monitoring for
reliable cutting which is integrated as
standard.

Automotive and vehicle construction
Camshafts, crankshafts, transmission shafts,
drive shafts, flanged shafts, injection nozzle
bodies, fuel rails, valves, con-rods or piston
pins, there is hardly any other industry in
which so many deep hole drilling
applications are encountered. This is in
addition to large quantities and maximum
output in the shortest possible time. Tibo
deep hole drilling machines deliver solutions
here that are as precise as they are efficient.
Consequently, when through-holes are
present, for example in camshafts and
common rails, it is also possible to drill
simultaneously from two sides. All over the
world, Tibo customers rely on deep hole
drilling machines that have been specially
developed for this task with designs that
incorporate up to 12 spindles, including fully
automated part handling by, for example,
synchronised chains, overhead gantries and
robot loading. This allows cycle times that
are almost 50 percent quicker. 

Shipbuilding
In the manufacture of ships’ rotor shafts in
particular, but also in the case of numerous
components for pumps and powertrains, the
field of shipbuilding involves challenging

New cross table deep hole drilling machine
for tool and mould manufacturing
A single machine for economic deep hole drilling, milling and tapping 
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deep hole drilling tasks that can be done
with great precision, reliably and efficiently
with Tibo deep hole drilling machines.

Medical technology
Medical implants such as bone nails,
medullary nails, bone screws or stents, most
of which are made of titanium or stainless
steel alloys, require maximum precision
deep hole drilling with minimum runout.
Parts with very thin walls are exactly those
that present a real challenge, but that can
also be brilliantly and reliably overcome with
Tibo deep hole drilling machines. 

Tibo Tiefbohrtechnik GmbH is a company
with operations throughout the world that
has specialised in the design and production
of modular deep hole drilling machines.
Founded in 1994, and with headquarters
in the town of Pfullingen in Baden-
Württemberg to the south of Stuttgart, it is
one of the leading suppliers of single-
spindle and multi-spindle gundrilling and
BTA deep hole drilling machines for a broad
range of applications.

Embedded into a medium-sized group
with currently 13 companies, and more than
1,000 employees, its customers benefit from
shortest reaction times in all aspects of their

deep hole drilling machine. As a south
German machine constructor, TIBO
manufactures exclusively in its own plant at
the Pfullingen headquarters. Its suppliers
also manufacture mainly locally, which
means the company can proudly proclaim
that its machines are made in Germany.
Together with its collaboration partner
Gehring Technologies, it is able to offer
complete process solutions from deep hole
drilling right through to honing. 

Since all components are normally
available from stock, speedy project
realisation is ensured. The average time
from the placement of an order to delivery is
just four to six months. 

Tibo deep hole drilling machines have

been in use on all five continents for
decades. The company supplies custom and
optimum solutions for customers specific
deep hole drilling work.

A highly qualified team, unique
know-how, decades of experience and
outstanding product and service quality
provides the decisive edge for customers to
realise their projects. Central project control
and a global sales network guarantee
excellent product and service quality across
the board.

TIBO Tiefbohrtechnik GmbH
Tel: 0049 7121994260
Email: info@tibo.com
www.tibo.com

www.tibo.comTIBO Tiefbohrtechnik GmbH |  Benzstr.  5 |  72793 Pful l ingen |  Germany

Innovative deep hole drilling technology, 
intell igently engineered from modular 
system components – that’s what Tibo 
Tiefbohrtechnik is all about. Get to know 
our high-performance BTA and gundrill-
ing machines and discover the amazing 
possibilities for your specific deep hole 
drilling applications.
 
Visit us at our headquarters and production 
site in Pfullingen, Germany or experience 
our website at www.tibo.com

Modularity. 
Performance. 
Precision.

Experience Tibo deep 
hole drilling machines.
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In response to a major surge in automotive
die and mould contracts, mostly from North
America, Mollart Engineering has enhanced
its full integration of specialist multi-axis
deep hole drilling software able to increase
application and programming capability for
multiple side approach, compound angle
and specific interconnecting hole and
feature targeting.

The software integration increases the
capability of Mollart’s Chessington
operation to work directly from 3D models,
access the data and write programs more
efficiently and with high degrees of
accuracy, while also enhancing the ability to
more easily incorporate elements of a
workpiece such as porting features. These
operations can involve drilling,
counterboring, reaming, threadmilling and
small feed hole drilling as well as the
production of sealing faces in addition to
milling and profiling.  These are carried out
on the installed Matrix DHD, Prismabore
PRB40 and Centeplex multi-axis,
dual-spindle special purpose drilling and
milling centres plus a range of Mazak
Integrex turn/mill centres. 

Operations director Mike Pragnell says:
“We have enhanced our processing
capability to include one-off manufacture of
moulds and dies in steel and aluminium
incorporating multiple cooling and venting
holes with complex intersections. Our new
software provides highly accurate program
data to ensure we maintain specific
geometric relationships and we are currently
building our library with the likes of tooling
and its application data linked to material
types.”

Mollart’s success in the automotive sector
in North America has been achieved
through its ability to offer a complete
package of machining with strong internal

application team support based on a
successful deep hole drilling machine tool
background plus its own specialised
toolroom service. This has led to current
orders for the rough and semi-finish
machining plus multiple hole drilling
covering up to 30 dies in a month in sizes up
to 2.5 m by 2.5 m by 300 mm being shipped.  

The Prismabore PRB40 deep hole drilling
machine was developed to provide a
machining centre approach to deep hole
drilling operations.  The 5-axis, two-spindle

machine provides a single cycle production
capability with a high rigidity solution to
combine milling sequences on components
weighing up to eight tonnes with deep hole
drilling and boring capacity for holes
between 6 mm and 40 mm diameter by
1,500 mm deep. Typical components
machined apart for moulds and dies include
multi-feature Inconel and titanium parts and
the combined drilling of cooling holes
needing extended depth with the same
components requiring milled feature.

Meanwhile, the Mollart Matrix DHD, a
4-axis deep hole drilling centre with 3 mm to
30 mm diameter by 1,000 mm drilling
specification is targeted to meet deep hole
drilling requirements with high levels of
versatility.  The Matrix machine is ideal for a

number of applications such as the
production of water feed cavities in die and
mould bases, off-centre hole and pattern
hole drilling under CNC control as well as
lighter duty secondary features such as
counterboring and threadmilling.  Table
dimensions are 2,700 mm by 1,200 mm with
a maximum loading up to 15 tonnes.  

Mollart’s capability to combine deep hole
and conventional machining centre type
applications within a single cycle has also
been served through its 6-axis Centeplex.

Mollart opens supply chain to North
American automotive sector

Gundrilling cooling holes in automotive die

Mollart Prismabore PRB40 a 5-axis, two-spindle gundrill and milling centre

Multiple cooling holes being drilled on a mould
plate
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When RDL Technologies Ltd was formed in
2000, the Leicester company had a vision of
supplying high quality subcontract
manufactured components. Seventeen
years later the company is recognised as one
of the UK’s leading turned parts
subcontractors, something that is largely
supported by sliding head turning centres
from Star Micronics GB. 

In June 2003 RDL began its relationship
with Star GB by purchasing its first Star
sliding head machine, an SB-16C. This was
followed in 2007 by the installation of a new
Star SR-20RII increasing its capacity from 16
mm to 20 mm. In 2010, two more Star
machines entered the machine shop, a
second SR-20RII and a 9 axis Star SV-20
sliding head. In 2011, machine capacity was
again increased from 20 mm to 32 mm with
a Star SR-32JN and this was followed in
2014 by another Star SR-32JN together with
SV-32. This gradual increase in dimensional
capacity has now taken another step
forward with RDL buying a new Star ST38
machine. 

Lewis Lockwood, production control
manager at RDL, says: “With 14 Star
machines, this acquisition was the next
natural step for us as it now gives us capacity
up to 40 mm diameter. We can do multi-axis
milling and balanced turning and it’s a lot
more powerful than anything else we’ve got
in the machine shop.”

Looking at the turret
configuration as an alternative to
platen tooling stations, Brian
Chamberlain, senior
programmer at RDL
Technologies says: “This
configuration gives extra
flexibility. There are so many
different tools and tool holders
available for the turret and this
allows us to do so many different
things. We can do gear hobbing,
gun drilling, polygon turning.
The machine is something
between a sliding head and a fixed head
machine. Primarily it’s a sliding head centre
with a 350 mm stroke on Z1, but it also has a
secondary Z3 axis that allows you to use it as
a fixed head. We also have a JBS system on
the machine, so we can clamp the JBS,
clamping the bar and turning with Z3 and
this improves the concentricity of the parts
you are turning. 

“With a sliding head sometimes, you turn
the part and it’s very difficult to go back as
the material falls out the guide bush and you
don’t have the traditional support. However,
when you have another Z-axis you don’t
have that problem. You can turn with Z1 and
machine in a conventional manner.”

Referring to the milling capacity of the
powerful new Star ST-38, RDL is machining
rectangular support blocks from round bar

on the ST-38. Lewis Lockwood continues:
“Most people would think that the part was
machined on a machining centre, but we can
do it on the Star ST-38. Machined from
EN16T, which is quite heavy duty, it shows
the capability of the machine when
machining this high tensile material. By
doing it on the ST-38, we could machine the
job through the night, which makes it more
profitable for the company.

“We have another job that used to be
machined on our Star SR-20II and then
finished machined on a machining centre.
We can now machine this type of part in a
single setup on the ST-38, saving us
considerable setup and machining time as
well as enhancing precision.”

Star Micronics GB is the wholly owned UK
and Eire subsidiary of Star Micronics Co Ltd,
which produces sliding-headstock lathes at
its ultra-modern Kikugawa plant in Japan
with headquarters located in Shizuoka. The
GB subsidiary, in addition to supplying its
parent company’s multi-axis,
sliding-headstock mill-turn centres, is also
the sole UK agent for the entire range of
FMB automatic bar feeders and JBS
compensating guide bush systems from
Germany.

Star Micronics is dedicated to supplying
specialist CNC sliding head lathes. With a
state of the art technology centre in
Derbyshire, and an expert team of turning
applications engineers, its sliding head
lathes offer accuracy, repeatability,
reliability and lower cycle times on turned
parts.

Star Micronics GB Ltd
Tel: 01332 864455
Email: sales@stargb.com
www.stargb.com

RDL is a Star subcontractor
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Mills CNC, the exclusive distributor of Doosan machine tools in the
UK and Ireland, has announced that it is now supplying, supporting
and stocking Doosan lathes with Siemens 828 Controls and
onboard ShopTurn conversational programming software.

Similar to its Siemens Control launch and roll-out programme for
vertical machining centres, that the company initiated back in 2015,
Mills’ roll-out strategy for Doosan lathes will, in the first instance,
focus on selected horizontal single turret machines starting with its
popular and best-selling Lynx and GT2100/GT2600/GT3100 lathe
ranges.

The introduction of Siemens-controlled lathes will increase the
attractiveness of the Lynx and GT-series machines further especially
amongst those UK and Irish precision component manufacturers
who, in the past, decided against acquiring a Doosan lathe because
it could not be supplied with their preferred control.

This move by Mills will enable the company to penetrate the
Siemens control user market that was hitherto out of reach and,
more importantly, will mean that manufacturers no longer need to
compromise when it comes to investing in a high-quality,
ultra-reliable and cost-competitive lathe.

Tony Dale, Mills CNC’s technical director says: “We have always
supplied Doosan lathes with the latest Fanuc Controls and will
continue to do so. However, a significant proportion of UK and Irish
manufacturers, especially those involved in machining
high-precision aerospace components, prefer the Siemens Control
systems.

“A few years ago, Doosan
launched and began supplying
Siemens controlled lathes to
selected markets in Asia and
Europe most notably Germany.
The reaction within these
markets to the initiative has
been, and is, extremely positive. 

“The steady growth in demand for Siemens controlled lathes here
in the UK and Ireland has been the catalyst behind us now selling
and stocking these lathes and we are confident that we will soon be
acquiring and growing share of the Siemens’ user market as a
consequence.”

To help Mills achieve its ambitions, the company has recently
created a new resource at its technology campus facility in
Leamington. The aptly-named ‘control centre’ is a dedicated and
discrete facility located in Mills’ machine tool demonstration area
that will be used to help visitors and customers understand more
about the different CNC control system options available on
Doosan machines. The company’s CNC training arm, the CNC
Training Academy, has also been strengthened.

Mills CNC Ltd
Tel: 01926 736736
Email: sales@millscnc.co.uk 
www.millscnc.co.uk

Turning to Siemens

VL SERIES – VERTICAL TURNING CENTRES 

PRODUCTIVITY MADE EASY

HIGH PERFORMANCE FAST CHANGEOVER HIGH ACCURACY

EMAG UK Ltd

Chestnut House

Kingswood Business Park

Holyhead Road

Albrighton, WV7 3AU

Phone: 01902 376 090

E-mail: sales.uk@emag.com 

www.emag.com

High Performance  

Standalone 

VL 2, VL 4, VL 6, VL 8

High  

Performance  

VL 3 DUO

High Performance Customised Lines

Productivity Made Easy with  

VERTICAL TURNING CENTRES 
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The success story of EMAG's modular
machines continues. The modular machine
concept was introduced by EMAG in 2011
and has become a favourite within the
market. Starting with a focus on the
development of vertical turning machines, in
recent years, there has been the integration
of the EMAG Group’s full technology
portfolio into this new machine model. Now,
in addition to vertical pick-up turning
centres for chucked and shaft parts, there
are also machines for gear cutting, induction
hardening, and hard machining. Combined
with the TrackMotion automation solution,
EMAG now offers these modular machines
as modular building-blocks for entire
production lines. In 2016 EMAG introduced
two new modular standard machines to the
EMAG product portfolio.   

The modular machines are already
optimised for maximum productivity due to
its fully automatic manufacturing system
which includes EMAG’s “pick-up”
technology, self-loading working spindle
and integrated parts storage unit. In
addition, there is a work turret with 12 tool
positions, fully designed and manufactured
by EMAG, and considered one of the best
on the market. When combined with the
machine base made out of Mineralit®

polymer concrete, the result is an extremely
compact machine tool that ensures top
quality results and maximum productivity.
As if these impressive features aren't
enough, EMAG is now introducing the new
VL 3 DUO, a dual-spindle machine that is
redefining productivity. 

Compact, fast and precise
When you see the VL 3 DUO for the first
time, you’ll be immediately impressed by
how compact the machine is. 
Andreas Frank, product manager for
modular machines at EMAG,

says: "Only 19 m2 (204.5 ft2) is required for
the full setup of the VL 3 DUO. For a
dual-spindle vertical pick-up turning centre
that's an outstanding figure especially
considering that the machine features a
storage unit for up to 400 workpieces and is
completely automatic. These features make
the VL 3 DUO one of the most compact and
high-performance systems for chucked
components in production." 

With its range of parts up to 150 mm
(5.9 in) in diameter, the VL 3 DUO is ideal for
functions in transmission component
manufacturing, for instance in the machining
of blanks for gear production. 

Andreas Frank continues: "Transmission
components such as gears have to be
produced in very high quantities. This is
where the VL 3 DUO scores highly,
especially with its short chip-to-chip times of
about five seconds, depending on the
workpiece geometry. It reduces idle times
to a minimum and guarantees maximum
productivity.’’ 

The new dual-spindle machine also
impresses with its machining capability. It
features two 18 kW main spindles offering
up to 142 Nm torque. The offer is
complemented by options including driven
turret tools and measuring stations located
outside the machining area. The extremely

robust machine design with recirculating
roller guides offers an optimal basis for
great surface finishes and minimal tool wear,
and a direct measuring system that ensures
a high degree of precision in all axes.

A modular solution for the machining of
gears 
The VL 3 DUO forms part of the modular
solutions which distinguishes itself through
its modular design. This design makes the
configuration of complex manufacturing
systems simple. The VL 3 DUO is easy to
integrate, as shown in the machining of
gears, for example. The soft machining
process of a gear covers four operations:
turning OP 10 and OP 20, hobbing OP 30
and chamfering as well as deburring OP 40. 

Andreas Frank says: “With the VL 3 DUO
we are aiming, of course, at the first two
operations, i.e. OP 10 and OP 20, in
particular. These are ideal for the VL 3
DUO.’’ The other operations can be carried
out on gear-cutting machines, deburring
machines and grinding machines for hard
machining.  All of these machines are also
covered in the EMAG portfolio. The
possibility and ease of configuring a
production line with these machines is only
one of the many advantages offered by this
type of machine.

Vertical hard machining of transmission
components
While the VL 3 DUO provides maximum
productivity for the soft machining of blanks
for transmission components, the new VLC
200 GT guarantees cost reductions in the
hard machining of planetary gear carriers. 

The VLC 200 GT allows for the use of a
variety of technologies for hard machining
on a single machine, such as hard turning
and grinding. Flexibility was a top priority
with the VLC 200 GT, and consequently the
machine's work area can be setup perfectly
to suit each component being machined.
The user can rest assured that the best
technology for machining the workpiece will

EMAG expands its modular product range 
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be available every time, whether that is a turning turret or a block
tool holder for hard turning or grinding spindles for external and
internal machining. This means processes are optimised.

For example, the
bore of a gearwheel
can be finish-ground
with a CBN wheel,
while the end faces
are hard turned. In
both cases optimal
surface finishes and
the most
advantageous cycle
times are
guaranteed. The
machining quality is
monitored by a
measuring probe
located between the
machining area and
loading station. In short, the VLC 200 GT brings not only cost
reductions on all levels but also optimal machining results. This
ensures a win-win situation for the user.

From the raw part to the finished product 
The simplicity with which the modular machines can be linked
together using the TrackMotion automation system, the wide range
of technologies offered, and the high productivity and quality of the
individual machines make EMAG one of the most innovative
suppliers of turnkey manufacturing systems in the marketplace.
Anyone requiring this kind of manufacturing solution should contact
EMAG UK.

EMAG UK Ltd
Tel: 01902 376 090
Email: eyork@emag.com
www.emag.com
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Suchanke GmbH is a family company, run by
Ingo Suchanke, founded in Rheinfelden
(Baden) 35 years ago. The company
successfully stands its ground with
customised, high-quality products for
manufacturers from the processing and
printing industry, but also for those from the
area of vehicle construction and general
engineering. Ingo Suchanke considers the
direct, cooperative and trust-based
communication with customers and
employees as well as the priority of quality
work crucial factors for long-lasting,
successful business activities.

One key step was the investment in
modern CNC processing technology.
The commissioning of the Emco Maxxturn
110 x 2500 MY turning machine in 2011 and
its versatile fields of application convinced
the machining experts in Rheinfelden. Two
years later, the managing director ordered
two additional Maxxturn turning and milling
machines. Apart from the quality of results,
the flexible application potentials and the
good price-performance ratio offered by
the Maxxturn machines, it is also the service
provided by the CNC turning machine
partner that satisfies him. 

Innovative thinking 
Since 1997, Ingo Suchanke has been
assisting his father Gerd as a managing
director. During this period, when national
and global economic turbulences have

affected the mechanical engineering
industry, he and his team, consisting of
eleven members, have mastered all
challenges. 

Ingo Suchanke says: “In 1981, my father
started with the orders of one single
customer who has been commissioning us
with the manufacturing of printing and
embossing rollers. The company has been
convinced by our quality work for decades
now so that it is still one of our high-revenue
business partners. By now we have
expanded our range of technologies and
hence also the solutions for our customers. 

‘’The same applies to our clientele, our
production area, our team of employees
and, last but not least, our equipment with

modern machines. We have become more
independent and more future-proof. Rollers
for the production of embossed wallpapers,
vehicle interior, wooden structures and
other materials with profiled surfaces are
our core competence. However, the pattern
on the turned metal part falls within the
responsibility of the designers and
engravers. To ensure that these turned parts
run with as little vibrations as possible and
hence flawlessly, precision is always one of
the main requirements. Until now we have
always done well by exceeding these
requirements instead of just executing the
order specifications. Our rollers produced
with high precision can also be
re-engineered and re-used with a new
engraving.” 

Ingo Suchanke continues: “The cylindrical
roller has to match the material to be
embossed, the mechanical forces acting on
it as well as influences such as temperature,
lifespan specifications or rotational speed.
That is why most of these orders are custom
products; series of no more than 70 pieces
are the exception. The customer provides us
with the design drawing and material data.
We are in contact with them before and
during the production. And our reliability,
along with our expert experience, has paid
off over the decades. In a similar way, this
applies to the relationship with our
employees: As a family business, we attach
great importance to solidarity and fairness.
Very soon, many of our colleagues are going
to celebrate their 20th work anniversary.” 

Tradition-conscious family business
uses CNC technology for machining 
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The primarily stainless and high-strength
materials are very expensive. Typical
materials include St52, C45, 42CrMo4 as
well as Hastelloy no. 4893 and 4856.
Suchanke’s employees mostly know the
tools and cutting data to be used for the
respective material or find these in the EDP
documentation. 

Ingo Suchanke says: “By now we have a
lot of experience with the typical jobs of our
regular customers, the respective materials
and cutting data specifications. And if a
client completed the data sheet with a
material appearing extraordinary to us, we
ask again. The same applies if parameters
like the circumference of a roller, for
instance, are stated with values according to
which we have not yet produced. Thus, we
work together to ensure that errors and the
resulting costs are avoided. If repairs are
necessary, we take care of them.” 

New development stage with CNC
technology
In 1989, the company moved into the
newly-built production hall in Rheinfelden.
According to the junior manager, it was a
key moment in the history of the family
company that had seen growth in his first

nine years. After another eight years, in
1997, modern process technology was
introduced by a new CNC processing
machine, followed by an Emco Maxxturn
110 MY in 2011. 

Ingo Suchanke says: “These were
highlights in our history. Everyday practice
has shown us the many possibilities of the
machine and taught us how to use them.
We realised that we can do far more with
this machine than with the traditional
turning machines and also far more than
expected. We were able to offer an
expanded, more differentiated service
profile, received enquiries that were more
demanding from both a technical and an

economic point of view and have won new
customers, from the furniture and
automotive industry, for instance.’’

The news about the new CNC turning
machine with milling options quickly spread
among Suchanke’s interconnected
customers. The next capacity expansion was
implemented in Rheinfelden as early as in
2013 with the acquisition of another
Maxxturn 110 x 2500 MY as well as a
Maxxturn 110 x 3500 MY.

Of course, the managing directors had
thoughtfully considered their decision for
Emco. Ingo Suchanke concludes: “I checked
the offers of several providers and looked
around at trade fairs, but Emco’s division
manager was very committed in
demonstrating the live operation of the
respective machine, which means he wanted
to show us how it runs at the premises of a
user in everyday practice. This user, a Swiss
company, was very satisfied with the
machine tool. The service and
price-performance ratio add up as well.” 

EMCO Education Ltd
Tel: 02392 637100
Email: sales@emco.co.uk
www.emco.co.uk
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As a leading company in banking and retail
support services Cennox plc, based in
Camberley, Surrey, is at the forefront in the
battle against card skimming at cashpoints,
developing components and systems that
help banks stay one step ahead of the
criminals. 

To maintain its lead, Cennox has an active
research and development program that
requires numerous parts to be machined
with relatively short lead-times. In addition
it also has production parts to produce in
order to back up the service it provided to
banks in repairing damaged cashpoints. In
the past, all of this machining work was put
out to subcontract, but as demand grew the
cost and delays that this created was
impacting on productivity. So the decision
was taken to investigate bringing machining
in-house.

Iain Ferguson, technical and operations
support manager, explains: “We were faced
with two challenges, the cost and delays of
subcontracting all of this work and the fact
that we had no experience at all of
machining. As we would be starting from
scratch we needed to find a machine tool
supplier that would work with us to bring
this project to fruition.”

After investigating the market, Cennox
chose Matchmaker CNC to supply the
machine it required as well as providing
extra support in pulling together a tooling
and CADCAM package (Sharp CAM). The

choice of a Matchmaker VMC
1020 vertical machining centre,
with its 1,100 by 560 mm table
that allowed multiple setups to
be in place at any one time was a
big advantage to Cennox as
some components require six
operations and to have them all
on the table simultaneously
improved productivity and
manufacturing costs
considerably. Typical savings over
subcontracting these parts is running at
around 75 percent per component, with
initial batches running at around 400 off,
and ongoing batched between 20-30 off this
is a major saving. Added to that is the
elimination, almost completely of lost time
while waiting for parts to be processed by a
subcontractor, resulting in reduced lead
times. 

Given Cennox’s lack of machining
experience, part of Matchmaker’s role was
to provide some ongoing support through
its applications engineering department,
working alongside experienced R&D
machinist/programmer, Craig Wilson, who
was brought in to Cennox for this project. 

Iain Ferguson says: “The help we received
from Matchmaker was excellent. Craig
machined our first parts in a cycle time of
one hour 20 minutes and then tweaked the
program, reducing that to 45 minutes per
part and we were happy with that. Then,

sitting down with Matchmaker’s
applications team we have reduced cycle
time even further, producing each part in
34 minutes.’’

Making use of the capability of the
Matchmaker VMC 1020 the productivity at
Cennox, compared to what was being
achieved through subcontract is
dramatically improved. With its 8,000 revs/
min, 7 kW spindle and 10 m/min cutting
feedrate capability and its Fanuc 0iMD
control system, it is making short work of the
volume of parts required. Typically, its
subcontractor would use two machines to
produce 12 parts/day for Cennox. Now, with
the single Matchmaker VMC 1020 in-house,
Cennox is producing the same number of
units per day with a marked improvement on
dimensional accuracy and overall quality.   

Iain Ferguson concludes: “Considering
that our starting point was that of no
machining experience whatsoever, we were
probably a unique proposition for any
machine tool company, given the size of our
business. We therefore had to place a lot of
trust in Matchmaker to supply us with a
machine and support that would deliver
what we needed. That trust was well placed,
as we now have a machining facility that we
are confident can produce anything that our
design department comes up with and,
deliver it in a very timely manner. The
machine has delivered everything that we
expected and the support from Matchmaker
has made the whole project run smoothly
from start to finish.”  

Matchmaker CNC
Tel: 01372 844999
Email: cdonhue@matchmakermc.co.uk
www.matchmakermc.co.uk

Cennox boosts R&D performance with
in house machining capacity
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Increased process stability, quality, and productivity are just some
of the advantages precision mould and die makers can expect from
GF Machining Solutions’ Mikron MILL S 600 U 5-axis machining
centres, now equipped with new high-precision HVC140 StepTec
spindles.

The new Mikron MILL S 600 U machining centre is designed for
mould and die makers looking to achieve high accuracies and to
maintain unrivalled process reliability during lengthy and prolonged
machining runs for example when machining high-precision
multi-cavity moulds.

The machining centres, with their rigid base construction,
combine high dynamic
direct-drive technology
with a range of design
and build features and
integrated on-board
software. This ensures
thermal stability and, as
a consequence,
guaranteed high
precision and process
optimisation. 

These SMART
software modules
include: Ambient
Robust which monitors
and regulates thermal
variation detected in the machine’s base and drives; OSS
(Intelligent Operator Support System) which helps customers
optimise their machining processes based on workpiece
specifications/dimensions and their specific machining priorities,
speed, accuracy and surface finish; ITC/ITC 5AX (Intelligent Thermal
Control) which eliminates the need for, or reduces the time required
for warm-up cycles.

In addition, the Mikron machines are equipped with StepTec's
HVC140 spindles which deliver high power and speed
(13.5 kW/42,000 rpm), and feature proven OptiCool technology.

StepTec spindles
The StepTec Opticool spindle system, with its enhanced polar
thermal balance, controls the temperature of the machine’s spindle
and spindle bearings to improve part accuracies and surface
finishes.

This spindle system, working in conjunction with the machines’
Smart Technology software helps reduce spindle warm-up cycle
times and ensures high accuracy and process reliability.

Also contributing to the spindle’s performance is an all new
bearing design using ultra-high precision ceramic hybrid bearings.
As a result of the incorporation, radial and lateral stiffness are
increased by 16 percent and 60 percent respectively and low radial
and axial run-out, as well as repeatability, at the tool interface of less
than two microns are achieved.

GF Machining Solutions Ltd   Tel: 02476 538666
Email: info.gfms.uk@georgfischer.com   www.gfms.com/uk

Advanced Mikron high-speed
machining centres 

The Ajax Ultra
Turn 200 x 750

CNC Lathe

Ajax Machine Tools International
Unit 360, Ampress Lane, Lymington, Hants S041 8JX

Tel: 01590 676000
www.ajax-mach.co.uk

200mm Swing x 750mm
Fagor Conversational Control
4-Way Automatic Tool Post

With an 18 Month Warranty
Full Range available

Special Brexit Price
in stock at

£19,950 + VAT
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Machine tool manufacturer DMG MORI has
introduced a mobile robotic cell to
automate its CNC turning centres. Called
Robo2Go, it loads raw billets from a tray and
unloads machined components
automatically. The unit can be relocated
easily by pallet truck to serve up to four
different lathes sequentially on a shop floor.

Operation requires no specialist
knowledge of robots, as graphics-based
programming is via a Powertool app running
directly in DMG MORI’s proprietary
machine tool control interface, CELOS. All
the operator has to do is enter the
dimensions of the workpiece, select the
chuck and gripper, choose one of the
pre-defined workpiece tray arrangements
and start the automatic process.

Silvio Krüger, CEO of DMG MORI
Systems, says: “As no expert knowledge is
needed, this intuitive way of programming a
robot is especially suitable for small and
medium-sized enterprises that want to
exploit the competitive advantage of
flexible, unattended production.

“Reluctance to automate has been

noticeable in this customer
segment, partly because of a lack
of programming knowledge and
also due to uncertainty that the
robot would be fully utilised. 

“It caused some to regard such
an investment as too risky, but
the simplicity of Robo2Go has
overcome this obstacle.”

The low-cost equipment allows
free access to the working area of
the lathe for setting up. Once the
system is working, a laser scanner
prevents the operator from
approaching the machine or
robot, so there is no need for physical
guarding. If a person encroaches on the
periphery of the defined safety area, robot
motion slows, while close approach halts
movement instantly.

The robot is available with a maximum
load capacity of 10 kg, 20 kg or 35 kg.
Workpiece diameter can be between 25 and
125 mm and length is from 50 to 250 mm.
Workpiece tray weight capacity is 700 kg.
Included in the purchase price of the cell are

an automatic door for the lathe, automation
interface, CELOS Powertool app and
commissioning.

A video of Robo2Go in operation can be
seen at: https://www.youtube.com/
watch?v=9mIFLnU8EcE

DMG MORI UK Ltd
Tel: 0247 651 6120
Email: steve.finn@dmgmori.com
www.dmgmori.com

Lathes can be automated without specialist knowledge

FANUC ROBODRILL
HIGH-EFFICIENCY MULTIPURPOSE MACHINING CENTRE

Designed for easy automation
ROBOTS
Industrial Robots, 
Accessories 
and Software

ROBODRILL
Compact CNC 
Machining Centres

ROBOSHOT
Electric CNC 
Injection Moulding 
Machines

ROBOCUT
CNC Wire-Cut 
Electric Discharge 
Machines

FA
CNCs, 
Servo Motors 
and Lasers

• Easy all-round access for robots
• Quick & Simple Startup Packages with tending robotsFind out more about 

FANUC ROBODRILL: 
fanuc.co/robodrill-en

marketing@fanuc.co.uk 
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Sheet metal subcontractor Keller
Blechtechnik, based in Endingen, Southern
Germany, has increased its productivity by
more than 25 percent thanks to ongoing
investment in automated storage, retrieval
and handling of material. At the same time,
material availability has improved and scrap
has been drastically reduced.

The firm, which employs over 40 people,
was started as a forge and blacksmith's
workshop in 1901 by the great-grandfather
of the current managing partner, Harald
Keller. He joined the company in 2001 and
has overseen a rapid progression towards
the supply of sheet metal parts and
assemblies to customers in such diverse
industries as automotive, food production,
medical, pharmaceutical, agricultural, solar
and general mechanical engineering. 

The extensive customer base continually
presents challenges due to the wide range
of different materials that need to be
supplied. Previously, they were stored at
several different locations, which made
planning, transport and handling
time-consuming. Today the situation is very
different. With the help of KASTO, Keller
created a made-to-measure storage and
material flow solution that he designed as
the final project of his technician's training
course.

The automated sheet metal storage and
loading system fitted to the laser cutting

machine is supplied directly
with material from a KASTO
Unitower B 3.0 computer
controlled sheet metal
storage system, which has
89 pallet storage locations. 

The pallets hold 3,000 x
1,500 mm sheets and can
accommodate a stack 90
mm high of different sheet
types, mainly steel, stainless
steel and aluminium in
thicknesses from 0.5 mm to
20 mm. Each location has a
load capacity of three
tonnes, so around 270
tonnes of sheet metal are
available for immediate
delivery. 

The storage system offers
high availability, so the
company can react quickly
to customer needs and
priorities. To transfer system
pallets to and from storage
and to supply sheets directly
to the loading system of the
laser cutting cell, the system
has one station with a
transverse carriage and one
with a longitudinal carriage. To allow
unpacked sheet to be loaded and unloaded
by forklift truck or crane, the transverse

carriage is equipped with a hydraulic piston
lifter.

The longitudinal carriage has a drop-off
position for transfer of system pallets to and
from storage and the return of pallets that
are no longer needed during laser cutting.
Both stations and carriages have an optical
contour monitor to ensure safety in any
pallet loading status and prevent
malfunctions. 

The operating gantry crane is responsible
for pallet and sheet handling. It operates at
a maximum speed of 22 m/min in the
vertical direction, while pallet push/pull
speed is 20 m/min. The KASTO EasyControl
can be operated automatically or manually
and handles order management for the
complete storage system. There is also an
interface to the laser cutting machine’s
loading system to ensure smooth material
transfer.

Martin Stöckle, sales team leader at
KASTO, describes the ingenious solution

Sheet metal storage system raises
subcontractor’s productivity by a quarter
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installed at Keller Blechtechnik: "By using
the standard versions of the Unitower B 3.0
sheet storage tower and adapting the
arrangement of the transverse and
longitudinal stations, we were able to
design a very compact system. 

“The space available was limited due to
the layout of the laser cutting cell and other
equipment. So we suggested installing the
tower store behind an existing wall to
transport the pallets to the loading system
area by the shortest possible route." 

This minimises delivery times, so the laser
cutting machine can be operated almost
continuously during the 1.5 manned shifts
and unattended for the remainder of the 24
hours. Overall, a significant increase in
productivity of around 25 percent has been
achieved compared with previous material
storage practices. In addition, the ability to
keep track of the material inventory has
enabled the company to optimise its stock
levels and reduce scrap.

Harald Keller concludes: "As well as
increasing productivity by a quarter, the risk
of material damage caused by frequent
handling and transportation has been
minimised. Additionally, working conditions
for our staff are safer and more convenient.

“We have improved the utilisation of the
laser cutting system thanks to shorter idle
times and have eliminated transport from
external storage locations and hence the
need for weather protection. 

‘’We now have a compact, cost-effective,
3D storage solution for a wider range of
materials and therefore better availability to
respond quickly to customer requirements.”

KASTO develops and produces
semi-automatic and fully automated bar
stock and sheet metal storage systems to
meet a wide range of requirements: from
compact, standalone storage towers up to
fully automated high-rack honeycomb
systems with thousands of storage
cassettes. 

KASTO’s product range also includes
sawing centres or combined storage
solutions, which handle all storage,
handling, sawing, marking, palletising and
bundling processes completely automated,
starting with the loading of raw material to
the robot-assisted commissioning of then
cut parts. Customers from a variety of
industries like steel service centres, mould
and die, automotive, oil and gas, aerospace
as well as general workshops therefore
benefit from the full range of equipment for

the provisioning, production and
distribution of material from a single
supplier. 

In order to provide the best possible
support to users in all parts of the world,
KASTO has established a comprehensive
marketing and service organisation and
collaborates with long-standing and
experienced partners worldwide.
Furthermore, the sawing and storing
technology specialist has subsidiaries in
France, the United States and the United
Kingdom. The company’s overseas sales
have been growing steadily year-on-year
and already account for over 50 percent of
total revenue.

KASTO were represented in the UK by
Rivers Machinery for over 30 years. In 2005,
Rivers Machinery was bought out by KASTO
GmbH, and KASTO Ltd was formed.

In 2009, KASTO Ltd relocated from its
southern base in Southampton, to Milton
Keynes, in order to have a central location to
all of its customers.

KASTO Ltd
Tel:1908 571590
Email: sales@uk.kasto.com
www.kasto.com

FANUC, the global manufacturer of factory
automation solutions, introduced a new
robot controller, which will facilitate the
integration of automation and robotics
processes, at this year’s Interpack in
Germany.

The controller, known as the J-30iB, uses
core FANUC robot technology to provide an
easy-to-operate solution that can increase
productivity and decrease downtime for
manufacturers.

The J-30iB is able to coordinate multiple
machine axes operating simultaneously,
helping to facilitate complex project
engineering and servo axis positioning
integration tasks.

The controller’s flexibility means it can be
applied to any automation or robot
integration requirements, while providing a
consistently high level of precision and
control.  It is also compatible with existing
software functions of FANUC robots,
including industrial field bus systems.

FANUC’s newest controller will be
available in three standard configurations. It

can also be configured for individual
automation requirements.

Thomas Schneider, product manager,
material handling and vision at FANUC,
says: “The J-30iB controller will help
manufacturers improve their business agility
and productivity due to its complete motion
control and flexibility of application.”

Andrew Armstrong, sales and marketing
manager, adds: “All FANUC controllers
operate on the guiding principles of
precision, control and ease-of-use, and the
J-30iB model will be no different.  In
addition, it also offers manufacturers the
flexibility to use it on any existing
automation or robotics systems, while
simplifying complex, multi-axes machine
motions without the need for extensive
programming.”

At its new state-of-the-art headquarters in
Ansty Park, Coventry, FANUC UK brings
together world-leading capabilities in
industrial robots, machine tools and plastic
injection moulding machines to facilitate the
complete integration of factory automation

systems for UK manufacturers.
FANUC UK works in partnership with

FANUC Europe Corporation to provide a
range of customer support services,
including sales, product support, parts,
repairs, and training, as well as development
of bespoke engineering systems.  FANUC
UK is a subsidiary of FANUC Europe
Corporation and employs approximately
107 staff.

FANUC UK Ltd
Tel: 024 76 053000
Email: info@fanuc.co.uk
www.fanuc.eu/uk

Interpack sees launch of new FANUC flexible robot controller 
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A six-edged, indexable grooving insert for turning has been added
to the Horn family of carbide tooling. The 64T precision sintered
inserts are available with a grooving width of up to 3.29 mm, with
geometry .00. Grooving depths up to 3.5 mm is possible and
maximum workpiece diameter is 65 mm. 

As a neutral grooving insert, the 64T can be used on either the left
or right-hand holder measuring 16 mm x 16 mm, 20 mm x 20 mm or
25 mm x 25 mm with internal cooling. A clamping screw system
holds the insert accurately in the pocket ensuring rigidity and
repeatability.

The new grade, EG55 high-performance coating considerably
improves tool life and makes the grooving insert the perfect
all-round choice for machining most types of steel as well as a wide
range of other materials.

Application areas being promoted initially are grooving and
parting off for widths of 1.0 mm and 1.5 mm, turning circlip grooves
from 0.57 mm to 3.29 mm wide, and grooving using full radius
inserts with radii of 0.5 / 0.6 / 0.8 / 1.25 / 1.5 mm.

Modular thread whirling with turbo options
Tooling manufacturer Horn has introduced tools for thread whirling,
having six or nine inserts, providing an efficient, cost-effective way
to produce single- and multi-start external threads and profiles.
Very short cycle times are achievable when they are used on
sliding-head (Swiss-type) lathes and the process offers other

significant advantages over single-point thread cutting. With its
base carriers and ring cassettes, the new type M271 modular tool
system offers a multitude of combinations tailored to the various
Swiss-type lathes and drive units on the market. 

The S271 high-precision system allows customers to choose
between conventional whirling with six or nine indexable inserts per
ring cassette or the new Horn turbo whirling method, which uses
nine precision-ground, double-edged indexable inserts. Three are
for roughing, the remainder being finishing inserts, and all are
tailored to the thread profile and material to be machined. Each
cutting edge is subject to equal load, an additional factor in
extending tool life.

Inserts are held accurately in place by a Torx screw, achieving
maximum rigidity and precise indexing. Thus handling is optimised
during insert replacement in the new modular whirling heads or
conventionally in Mono block tools.

A tool configurator, which is available on the Horn website at
www.phorn.de/en/products/milling/thread-whirling-tool
systems, facilitates choosing the right combination of machine,
drive unit and tool. The correct cutting data is also provided thanks
to the new HCT cutting data calculator, which can be accessed via
the same page.

Horn Cutting Tools Ltd. Ringwood, is the wholly owned UK
subsidiary of Horn S.A. Luxemburg, Europe's leading supplier of
grooving tools and a world leader in precision grooving technology.
The company was incorporated in the UK in 2008, having previously
traded as Horn UK since 1995. Since 1996, the UK operation has
had local tool design manufacturing capabilities.  These were
significantly increased following major expansion of the Ringwood
site in 2004, and further enhanced in 2006 with additional facilities
dedicated to the manufacture of customised tooling.

Horn Cutting Tools Ltd
Tel: 01425 481880
Email: mikegreen@phorn.co.uk
www.phorn.co.uk

Grooving insert can be indexed six times

The new Horn 64T six-edged grooving insert

Horn has introduced a modular thread whirling system and turbo whirling
options with three roughing inserts and six finishing inserts per tool cassette
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Seco Tools’ new R220.88 face milling cutters feature inserts with
eight cutting edges and optimised geometries that help reduce
cutting forces and significantly increase tool life.

R220.88 cutter bodies have been designed with a 88-degree lead
angle that enables large depths of cut to be taken using
smaller-sized inserts, with 8 cutting edges per insert, making the
range more flexible and particularly productive when machining
close to workpiece sidewalls and clamping fixtures.

Designed for roughing and semi-finishing operations, R220.88
cutters are ideal for machining cast iron and steels and, as such, will
be of interest to automotive component manufacturers, to name
but a few.

The cutter body is made of Idun, a low-wear, corrosion-resistant,
workable and tough stainless steel that provides longevity and
durability. The material is also environmentally friendly as its
manufacture does not involve using the nickel coating process. 

R220.88 cutter bodies are available in different diameters, 50 mm
to 160 mm diameter bodies use size 12 inserts, and 63 mm to 160
mm diameter bodies use size 16 inserts. Each diameter is offered
with both standard pitch and a close-pitch variants to increase their
appeal to manufacturers.

Size 12 R220.88 cutter bodies achieve a maximum depth of cut of
9 mm, whereas Size 16 bodies deliver an impressive 13 mm
maximum depth of cut. Right-hand versions of the cutter body are
available as standard with left-hand versions also being available by
special request. The availability of both options enable manu-
facturers to use them in dual spindle machines performing
simultaneous milling operations. 

R220.88 bodies are compatible with Seco’s SNMU inserts, which
are secured by centre locks or screws, eliminating the need for
wedges to secure the insert in the pocket.

The eight cutting edges on the inserts have double-the-tool-life
over inserts with four edges and, as such, help reduce tool inventory
and costs. With their neutral design, SNMU inserts can be applied in
right-hand or left-hand milling operations. 

Insert geometries available include M10 and MD13 for Size 12 -
and MD10 and MD16 for Size 16. Insert grades include MK1500,
MK2050, MP1500, MP2500, MS2500 and F40M.

An integrated wiper flat ensures a good surface finish for
semi-finishing applications, and optimised geometries for reduced
cutting forces with the M10. 

Seco Tools (UK) Ltd   Tel: 01789 764220
Email: mike.fleming@secotools.com   www.secotools.com

New Seco face milling cutter
body doubles tool life 
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100% OPTIMISED MILLING 
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Our Hi-Power Milling Chuck (HMC) provides higher 
end milling performance through increased rigidity 
and gripping power, which exceeds all other tool  
holding technologies. Don’t compromise 
performance by using the wrong tool holder for 
your rough milling operations. 

Don’t believe us? Test the HMC in your factory to 
see the proof.

Visit www.itc-ltd.co.uk/testus to request your HMC 
no-risk trial.

www.bigkaiser.com
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A number of customers across varied
industry sectors are already striking it rich
with the new Tiger.tec Gold cutting inserts
from tooling expert Walter GB in a range of
rough and finish milling operations.

Recently announced by Walter GB,
Tiger.tec Gold features a new and
innovative titanium aluminium oxide (TiAIN)
coating process that revolutionises carbide
insert performance by offering staggering
increases in tool life compared to inserts
coated using the conventional chemical
vapour deposition (CVD) process. 

Tiger.tec Gold inserts additionally boast
higher wear resistance on flank faces,
reduced hairline cracking, a greater
resistance to plastic deformation and
improved process reliability.

Walter’s high levels of expertise and
claims of increased productivity are being
proven in the field, with Tiger.tec Gold
outshining tooling from competitors. This
highlights how, together with customers,
Walter GB will always find the best solutions. 

The subcontractor to the rail and energy

industries used the new inserts in
conjunction with Walter’s M4000 universal
milling system on a comparative finish
milling operation. The 8,000 revs/min

vertical machining centre was run
at similar speed and feed rates
(251 m/min and 751 mm/min) on
the S275 brake level assembly
workpiece. 

However, the massive 400
percent increases in tool life and
tool cost reductions of 69 percent
achieved with Tiger.tec Gold also
involved a 51 percent saving in cost
per edge, a 78 percent reduction in
tool change times and the release
of effectively 13 hours of machine
capacity over a year.

For 45 degree face milling of
EN24T steel shafts on a 12,000
revs/min horizontal machining

centre at a supplier to the aerospace and
automotive sectors, Tiger.tec Gold was
run at different speed and feed rates of
180 m/min and 1,074 mm/min compared to
100 m/min and 353 mm/min with the
competitor’s insert.

The resulting operational cost savings of
71 percent were made up of increased metal
removal rates, by more than 150 percent,
and a 73 percent reduction in tooling costs,
and over a year the use of Tiger.tec Gold on
this operation alone would release 31 hours
of machining capacity.

Walter GB Ltd
Tel: 01527 839450
Email: ashley.battison@walter-tools.com
www.walter-tools.com

Walter GB customers hit the jackpot
with new Tiger.tec gold milling inserts

Delivery next day not some day
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The new edition of the Industrial Tooling Corporation (ITC) product
catalogue now has a section dedicated to trochoidal milling; such is
the industry attention to this machining strategy. Leading the new
section of the 2017 product catalogue is the enhanced range of the
5021 Series of solid carbide end mills. 

The new section of the ITC catalogue is
packed with innovative new
developments for trochoidal milling and
the enhanced 5021 Series is at the
forefront of this technology. The 5-flute
solid carbide end mill has proven time
and again to improve tool life and
productivity through its ability to increase
machining speeds and feeds. Previously
available as square-end geometry, the
Tamworth cutting tool manufacturer has
now introduced a complete range of
corner radii for the Cupro Coated end
mills. 

Currently available as a square-end
option in diameters from 3 to 25 mm, the
new corner radius additions to the 5021
Series include a corner radius of 0.25 and
0.5 mm on the smallest 3, 4 and 5 mm
diameter tools whilst the 6 mm diameter
cutter also offers a 0.75 and 1 mm radius.
The larger tools that include the 8, 10, 12,
16 and 20 mm diameters all include the
0.25 mm increment corner radii up to
1.25 mm with radii above 1.5 mm
stepping up in 0.5 mm increments. This
gives the 20 mm cutter a huge range of
radius options with 10 standard variants
available from the catalogue. Of course,
as a UK manufacturer ITC can process the
corner radii on the 5021 Series to meet
the needs of the end user.

Incorporating a harmonic flute design
for reduced noise and vibration, the 5021
Series also improves tool life and surface
finishes with its ingenious flute design.
The combination of the harmonic flute,
the extra long-life Cupro coating, the
centre cutting geometry and the
extended flute length makes the
extended 5021 Series ideal for trochoidal
milling operations on a wide variety of
steels and exotic alloy materials. 

The geometry of the 5021 Series and
the polished harmonic flutes make the
enhanced range the perfect choice for
reducing temperature during machining.
This is achieved by creating a consistent

chip thickness with improved swarf evacuation. This smooth
machining of the 5021 Series enables the end user to reduce the
engagement angle when trochoidal cutting whilst maximising the
use of the full flute length to reduce cutting edge loads as well as
torque and power requirements on the machine tool. This ensures
consistent performance under the most demanding machining
applications. 

To give these benefits to customers machining deep cavities, ITC
has made the 5021 Series available with an overall length from 58 to
150 mm with a flute length from 9 to 40 mm. For further information
on how to improve your machining performance, reduce your
tooling consumption and costs and also reduce the stress on the
spindle of your machine tools, contact ITC for more information on
the enhanced 5021 Series.

Industrial Tooling Corporation Ltd
Tel: 01827 304500 
Email: sales@itc-ltd.co.uk 
www.itc-ltd.co.uk

ITC extends the reach of its industry
leading end-mills 
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GET IN TOUCH

01462 491919
www.f loydautomat ic.co.uk

M I K R O N

F L E X  S S T - I N O X

The micro deep-hole drill CrazyDrill Flex 

SST-Inox is designed for drilling stainless, 

acid resistant and heat resistant materials. 

The special attributes of this drill are the 

digressive helical flute geometry, the coolant 

channels through the shank and the new 

high performance coating formula.
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Cutting tool and tooling system specialist
Sandvik Coromant has introduced its
GC4335 insert grade for the turning of
steels where unstable conditions or
vibration issues prevail. GC4335 is designed
to bring about secure and predictable
machining, as well as shorter cycle times and
better machine utilisation through reduced
stoppages and longer insert life. Customers
will benefit from an improved process with
less risk of insert breakage, as well as
reduced cost per component and faster
return on investment.

GC4335, which features Inveio™ coating
technology for maximum thermal
protection, offers greater steel turning
endurance through improved edge-line
security in comparison with the
previous-generation grade, along with
greater resistance to flank wear, plastic
deformation and crater wear.

Bimal Mazumdar, turning product
manager, says: “The new GC4335 is
particularly suited for uneven forged
surfaces, the turning of which can lead to
frequent insert changes due to fatigue and
failure. Slowing down an operation to
replace a broken insert means less
production. When production is slower,
fewer parts get completed per cycle and
that affects overall profitability.”

Among those set to benefit from the
introduction of GC4335 are general
engineering shops, as well as automotive
OEMs and tier suppliers and subcontractors
in the oil and gas sector. Typical
components include tubes, valves,
crankshafts, differential housings, flanges
and rings to list a few.

Underlying reasons behind the
performance of GC4335 include a new
substrate that is well balanced between
reliable toughness and resistance to plastic
deformation. In addition, a new alumina
coating delivers efficient heat transfer from
the cutting zone to act as a heat barrier and
the columnar MT-TiCN inner coating offers
improved resistance against abrasive wear.
A yellow TiN coating on the insert flank
allows for easy wear detection.

To highlight the potential gains, an
external face-turning application in dry
cutting conditions saw GC4335 outperform
a competitor insert on unalloyed steel, 220
HB, delivering 3647 completed components
in comparison with just 1980, an 84 percent
increase. The time in cut for this finishing
operation was two seconds per component,
while cutting speed was 145 m/min
(475 ft/min), feed rate was 0.4 mm/rev
(0.016 in/rev) and depth of cut was 0.35 mm
(0.014 in). Equally significant gains are
achievable against GC4235, the previous
generation insert grade from Sandvik
Coromant.

The GC4335 assortment is available in
T-Max® P and CoroTurn® 107. For more
information, visit:
www.sandvik.coromant.com/en-gb/
products/turning-inserts-grades-steel
Sandvik Coromant’s knowledge page for
general information and guides on turning.

Part of global industrial engineering
group Sandvik, Sandvik Coromant is at the
forefront of manufacturing tools, machining
solutions and knowledge that drive industry
standards and innovations demanded by the
metalworking industry now and into the
next industrial era. Educational support,
extensive R&D investment and strong
customer partnerships ensure the
development of machining technologies
that change, lead and drive the future of
manufacturing. Sandvik Coromant owns
over 3100 patents worldwide, employs over
8,500 staff, and is represented in 150
countries.

Sandvik Coromant UK
Tel: 0121 5045400
Email: uk.coromant@sandvik.com
www.sandvik.coromant.com/uk

New insert grade for steel turning under unstable conditions
Optimised solution to overcome instability, vibration and heavy interruptions in steel turning applications 
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For many decades, vices and clamping force
blocks were said to be indispensable helpers
in production. Their basic principle is still
unchanged. Workpieces are clamped
between two chuck jaws so that their
position remains unchanged, even under
high force applications, but the basic
requirements of modern vices go much
further. They fix the parts fully automated
within seconds, ensure a high degree of
flexibility, and a direct process monitoring at
the component. Intelligently used, they are
the key factors on the way to highly efficient
processes.

For getting an impression of the manifold
application scenarios of modern clamping
force blocks, it is preferable to look at the
program of TANDEM plus clamping force
blocks from SCHUNK. The company
combines durable, compact, versatile
precision clamping force blocks with a slim
profile in one single series. Workpieces can
be clamped quickly and fully automated at a
high clamping force, or depending on the
version, they can be manually converted.
The program comprises more than 50
standard variants. The spectrum includes
manually, pneumatically or hydraulically
actuated versions up to spring-loaded vices
for the use in media-free workpiece
storages, from sizes 64 to 250 mm, from
standard-to-long-stroke versions, up to

vices with fixed jaw. SCHUNK TANDEM plus
vices are suitable for top jaws with tongue
and groove and for jaws with fine serration.

Advantages of the modular system
The modular design opens up various new
fields of application. Regardless of whether
it is fully automated small parts clamping,
the use of palletising systems or combined
clamping of long parts, SCHUNK falls back
to the identical core components time and
time again. This provides a first-class
economical option to users, reduces the
spares inventory, allows fast adaption to
new circumstances and ensures manifold
possibilities of further use after a program
change. With its square base surface and its

compact dimensions, the vices permit a
dense arrangement. Numerous parts can be
prepared for the application on the
tombstones deposited in a workpiece
storage and they can be exchanged in the
machine at the same time.

Wide spectrum of application
Where there are many possibilities and a
wide range of applications, power vices
come into play. They can be used on base
plates for machine tables, as well as on
tombstones, rotary tables, 3-way pyramid
brackets, multi-clamping vices or clamping
pallets and can be horizontal, vertical or
upside down in 3,4 or 5-axis machining
centres. They can also be used in transfer or
revolving machines, in the tightly scheduled
mass production, but also on pallet systems
for manufacturing smaller and medium lot
sizes.

Sophisticated clamping technology
The SCHUNK TANDEM plus clamping force
blocks are setting the standard with the
synergy of compactness, clamping force,
and precision. Their one-piece, rigid base
body, the wedge hook kinematics and the
long, ground jaw guidance ensure
concentrated clamping forces of up to 44 kN
in confined spaces. At the same time, they
ensure an excellent repeat accuracy of up to
0.01 mm. They are also suitable for
demanding milling operations with a high
metal removal rate, high number of cycles
and minimum tolerances. The optimised
outside contour is a special design of base
jaws and cover strips, and the minimum gap
dimension and cover plugs for fastening
screws prevent the build-up of dust pockets
or chips in the vice which might cause
permanent residue. Special fitting screws

Clamping force blocks offer sufficient
potential for process optimisation
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