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Accuracy at its peak

The perfect choice for highly accurate, efficient reaming. When it comes to precise bore machining 

between Ø 11.9 and 140.6mm, our DR tool system achieves a level of concentricity that can be 

accurately adjusted to ≤ 3 μm. You benefit from the very highest feed rates, maximum ease of handling 

and concentricity adjustment, high repeatability when replacing cutters, plus a large selection of 

cutting materials, coatings and cutting geometries. For finely-finished surfaces featuring excellent 

cylindricity and roundness. www.phorn.co.uk
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Citizen’s patented Low Frequency Vibration (LFV) machining
technology has taken-off with 584 machines scheduled for build
this year. It is totally different to any form of macro programming or
mechanical vibration used on some more conventional machines. It
is a fully integrated combination of specialised software and a
mechanical engineered package that is activated through a G-code
at the machine control. It enables the X- and Z- servo axes of the
machine to oscillate or ‘back-off’ in the axial direction involving
movements of tens of microns that are synchronised with the
rotation of the spindle drive. As a result of the minute ‘air-cutting’
motion created by the pulse, the actual length of chip produced by
the cutting tool can be programmed at the control and sequenced
to operate when required within the production cycle.

Darren Wilkins, deputy managing director of Citizen Machinery
UK, says: “The process cannot be retrofitted to existing machines
and took three years to develop in Japan. This involved machine
tool elements such as special slideways, drive, bearings and
support systems plus the software algorithms in order to maximise
the advantage and gains from using the cutting technology.”

The L20-VII is the first production machine in the Citizen stable to
accommodate LFV which has now been followed by a smaller
12 mm capacity version. However, the technology is to be
expanded into other machines including the company’s fixed-head
Miyano turn-mill centres with the recent launch of the
BNA-43GTYLFV.

LFV provides a host of advantages to the cutting operation and
can be used for turning, profiling, facing, taper and interrupted
cutting, drilling and even thread cutting as well as micro-machining
and very thin wall production processes. As the LFV influenced
toolpath now includes ‘air-cutting’ this interrupts the cut to break
up the swarf stream into smaller, highly manageable pieces.  

LFV can be engaged over a wide range of materials from difficult
to cut exotics to poor chipping ferrous and non-ferrous types
including copper and plastics where chip making is brought under
control and improved. 

Citizen Machinery UK Ltd   Tel: 01923 691500           
Email: dwilkins@citizenmachinery.co.uk   www.citizenmachinery.co.uk
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“A veritable hotbed for business success“;
a fantastic window onto the global market”;
“a pacesetter for the future of
manufacturing” these are just a few of the
ways in which participating exhibitors have
described the outcome of EMO Hannover
2017. After six action-packed days, more
than 2,200 international manufacturers of
production technology are left Hannover
with full order books and iin a highly
optimistic frame of mind. 

“More business, more international
drawing power and more innovation: EMO
has once again lived up to its reputation as
the leading global tradeshow for the world
of metalworking”, remarks Carl Martin
Welcker, general commissioner for EMO
Hannover 2017, adding that it was also the
definitive exhibition for machine tool makers
worldwide and a pacesetter for the future of
production technology. He also pointed out
that EMO had a major impact on business
activity, quoting a survey in which EMO
visitors indicated their intent to invest a total
of over 20 billion euros in production
technology over the course of the next 24
months. Deals worth 8 billion euros were
sealed during the one-week event.
Aalen-based SHW Werkzeugmaschinen
company, for example, sold several
machines all at once. “In addition to these
unexpected sales, trade visitors came to us
armed with tangible projects, some of them
even going so far as to specify the actual
dimensions of the machines required.
Dozens of such customers came from China,
alone,” states managing director Anton
Müller.

The show’s chosen motto of “Connecting
systems for intelligent production” proved
to be right on the mark, effectively pulling in
the crowds, especially from abroad. Many

exhibitors were touting connectivity
solutions, data analysis applications and
innovative services. The emphasis was on
systems capable of interconnecting multiple
partners, cloud-based machine monitoring
solutions, simulation software, augmented
reality for machine maintenance, blockchain
technology for secure data transfer, new
business models and much more. 

Christian Thönes, chairman of the
Executive Board of DMG Mori, based in
Bielefeld, Germany, echoes the statements
of many other exhibitors in saying: “The
keynote theme of this year’s EMO Hannover
gave us the ideal backdrop against which to
present market-ready products for digital
manufacturing.” 

Additive manufacturing was also very high
on the agenda for a great many EMO
visitors. Mirroring the interests of a fifth of
the show’s attendees, Dr. Alexander Krupp,
application engineer at Multiphoton Optics
GmbH based in Würzburg, Germany, says:
“As an applications engineer in a firm that
produces 3D printers for high-precision
parts manufacturing, my main reason for
attending EMO Hannover 2017 was to see
what is happening in the additive
manufacturing sector and get to know the

new technologies. I needed to assess the
current state of the art, and for the world of
metalworking, there is no better place to do
this than at EMO Hannover.” 

Overseas exhibitors clearly see EMO
Hannover as a stepping stone to
international markets. Jens Thing, managing
director Europe at Haas Automation’s
Belgian subsidiary, described EMO as “a
fantastic window on the international
market. Here you can meet visitors from all
over the world. For doing international
business, there is simply no alternative to
EMO.”

The increasing global drawing power of
EMO was matched by the decision-making
caliber of its attendees. Many exhibitors
enthusiastically spoke of the in-depth,
high-caliber nature of the talks in which they
engaged with customers and prospects
from around the world. “We had more than
400 enquiries by day two of the show, and
this trend has continued very nicely,”
comments Norbert Teeuwen, president and
COO of Okuma Europe GmbH, the
European subsidiary of Okuma Corporation,
Japan.“In comparison with recent fairs, we
were delighted, even a bit surprised, to see
a much higher number of conversations
turning into firm orders. Customers from
Central and Western Europe have less of a
tendency to order directly at the fair, but we
had visitors from Eastern EU countries or the
Russian-speaking part of the world, for
example, approaching us with some very
specific requests, which was highly
satisfying.” 

EMO Hannover
Tel: 0049 69756 0180
Email: emo@vdw.de
www.emo-hannover.de

EMO sets the pace for the future of manufacturing
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Come to Mazak’s UK Open House event in Worcester.

Mazak will be displaying a number of machines from  
this year’s EMO, including the INTEGREX i-500,  
VARIAXIS i-300 AWC and HCR-5000S.

See how you can make the step-up to a completely  
connected Industry 4.0 factory with Mazak’s  
iSMART Factory concept.

EMO, a little closer to you!

Register to visit at:  
www.mazakeu.co.uk/emoencore

Yamazaki Mazak U.K. Ltd. 
Badgeworth Drive,  
Worcester WR4 9NF 

T: +44 (0)1905 755755 
F: +44 (0)1905 755542 
W: www.mazakeu.co.uk
E: sales@mazak.co.uk

EMO ENCORE 
14th-17th November INTEGREX i-500

The latest version of Mazak’s 
flagship INTEGREX i-series 
range. It is equipped with 
additional bed length for 
machining long complex 
workpieces.

VARIAXIS i-300 AWC
A high performance 5-axis 
machining centre with an 
integrated automation cell 
developed for high mix,  
low volume production. 

HCR-5000S
A 5-axis horizontal machining 
centre equipped with a 500kg 
load capacity pallet. 
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Yamazaki Mazak gave world debuts to two
machines from its acclaimed INTEGREX
series of Multi-Tasking machine tools at
EMO.

The first machine that took centre stage in
the Multi-Tasking zone, was the latest
extension to Mazak’s flagship INTEGREX
range: the INTEGREX i-500. 

Specifically designed to further extend
the capacity of its highly successful i-series,
and meet the growing demand for larger
workpiece sizes, the i-500 features a large
machining envelope and boasts increased
X- and Y-axis capacity. Benefiting from a
new compact-designed 24 kW 12,000 rpm
mill spindle, complemented by a 37 kW
2,500 rpm main turning spindle, the i-500
also delivers improved ergonomics which
allows the operator closer access to the
workpiece. The machine on display at
EMO 2017 features a tailstock and optional
second spindle, and will be controlled by
Mazak’s revolutionary SmoothX: the fastest
CNC in the world.  

The INTEGREX i-500 was joined by
another machine shown for the first time on
the global stage, the INTEGREX i-800V/8.
Combining full 5-axis milling, powerful
turning operations and pallet-changing
capabilities, the machine has the ability to
quickly process large, highly complex
workpieces on a vertical platform, such as
marine propeller parts or commercial jet
engine components. 

Equipped with a tilting high power
10,000 rpm 37 kW main spindle, capable of
machining a wide range of 5-axis
applications, the i-800V/8 also benefits from
a 45 kW turning table powered by a direct
drive motor for a complete DONE-IN-ONE
solution. 

Controlled by SmoothX CNC, the
INTEGREX i-800V/8 displayed at EMO is

equipped with Renishaw’s SPRINT™
on-machine contact scanning system to
further increase the level of real-time data
analysis available to operators. With the
ability to record a constant stream of
accurate 3D points across the part surface,
and analyse this data in real-time through
the SmoothX CNC controller, it has the
potential to provide a further step-change in
automated in-process control. 

Also in the Multi-Tasking zone on the
Mazak stand was its highly popular
INTEGREX i-400S machining centre,
complete with two new specifications that
debuted at EMO 2017. Benefiting from

Mazak’s SmoothX CNC, the i-400S
features Mazak’s new smooth
spindle analytics, which provides
instant spindle vibration analysis
and feedback which can be quickly
accessed via the control panel on
the shop floor. Crucially, this
increases both accuracy and
productivity, facilitating full
traceability of component

manufacture, while also incorporating
preventative maintenance techniques to
reduce downtime. The machine can handle
workpieces up to 1,519 mm in length with a
swing capacity of Ø658 mm.

The i-400S is ideally suited to the
automotive market, as evidenced by its

second new function, Mazak’s SMOOTH
gear cutting software, which combines
advanced Multi-Tasking machines and
Mazak’s latest developments in gear
manufacturing processes, including
SMOOTH Gear Skiving, SMOOTH gear
milling and SMOOTH gear hobbing. What’s
more, the software allows the operator to
develop complex gear machining programs
easily by entering the gear data via a
user-friendly dialogue on the CNC, further
reducing setup times. 

The final machine completing Mazak’s
Multi-Tasking line-up at EMO 2017 was the
INTEGREX j-200S. Bringing maximum value,
precision and throughput to the production
of complex medium-sized workpieces
without compromising performance or
accuracy, the j-200S is the perfect
entry-level machine for those looking to take
their first steps in Multi-Tasking. The
machine’s high rigidity fully-cast structure

delivers outstanding machining results
thanks to the integral 5,000 rpm, 11 kW
main and second turning spindles. 

The INTEGREX i-200S on display at EMO
2017 was fitted with a performance package
comprising of a range of Mazak’s highly
popular machine peripherals, including
high-power coolant and a large capacity
tool magazine, offering a total Multi-Tasking
solution at a competitive price point. 

Yamazaki Mazak UK Ltd
Tel: 01905 755755
Email: sales@mazak.co.uk 
www.mazakeu.co.uk  

Double world debut for Mazak
Multi-Tasking range at EMO
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IWSH Ltd — Keeping machines in production throughout the UK
Now supplying a superb range of carefully selected machines 

Multi-axis machining of all sizes and a great range of turning and turn/mill machines
+44 (0)1503 230079 — info@iwshltd.com — www.iwshltd.com

KRAFT SKYMASTER is bringing together advanced German design engineering capabilities with the 
efficiency of Chinese production systems, with the final product being scrutinised by German engineers

High quality and reliability — low price — 5-YEAR WARRANTY FOR ORDERS PLACED IN 2017 (UK only)

CB FERRARI are renowned for their very adaptable multi-axis high speed, high accuracy solutions. Linear 
motors are also available on some models including the horizontal machine. All machines are equipped 

with CB Ferrari designed and built rotary axes and a large range of CB Ferrari’s own electro-spindles
Laser machining range — one of the easiest and quickest laser machines to program on the market

COMI Spa manufacture high speed 5-axis machining centres for a wide range of materials. A range of 11 models,
specifically developed to match the application, size of the working piece, production needs in automotive,

aerospace, moulds and appliances. NEW! Horizontal 5-axis machining centre with two large work tables that 
automatically change and raise into position for high speed machining of monolithic aluminium structural parts

MAS – Full range of turning and turn/mill
machines. Twin spindle/twin turret

NEW!! WELDPRINT 5X……
5-Axis Hybrid Technology

Combination of material
adding a splinter 

machining

Made in Italy

Made in Italy

IWSH A4.qxp_Layout 1  19/10/2017  11:05  Page 1
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Citizen Machinery UK followed up a
successful EMO show in Hannover with its
ever-popular Open House. The annual event
featured a pre-launch preview of Citizen’s
latest generation Cincom D25 sliding
headstock, a 10-axis CNC turn-mill centre,
with new control, two gang and a back-tool
post plus B-axis with 59-tool capacity.  

As well as 12 Citizen and Miyano
machines installed at the showcase event,
there was also the UK launch of the widely
acclaimed Low Frequency Vibration (LFV)
technology, now available on the smaller
capacity Cincom L12-VIIILFV. This additional
model is the next phase of the machine tool
builder’s programme to extend this
production advantage across its product
range following its UK launch on the L20
machine type during 2016.

Visitors to the UK headquarters at Bushey,
Watford, were also able to discuss
face-to-face, confidential finance support to
help with future investment plans involving
machines from the Citizen Cincom and
Miyano fixed head turn-mill centres ordered
during the event.

Deputy managing director, Darren Wilkins
says: “We enjoy this event, because we get
very close to the clients and there are
normally discussions on specific projects.”

The Cincom D25-VIII has a 135° B-axis
incorporated within its first gang tool post
for complex feature machining at both the
main and sub-spindles. It also features a
Z-axis with the second gang tool post
enabling simultaneous balanced cutting
with the first gang tool post. A back-tool
post will now accept radial or face fixed or
driven tools capable of adjustment through

90 degrees for face, radial or angle
machining. There is also a further opposite
tool post with fixed tool position that is
mounted alongside the sub-spindle. 

A further 19 companies supported the
Open House event covering CADCAM,
tooling, quality, materials and machine
accessories.

The Citizen D25 sliding headstock
turn-mill centre represents the next
generation of Citizen’s advanced CNC
system featuring touch screen and qwerty
keyboard. Operational flexibility is
increased for complex cycles with two gang
vertical toolposts each with X-, Y- and Z-
axes and one with a B-axis capable of both
front and back machining. In addition, there
is a back toolpost and opposite toolpost.
Now available from Citizen Machinery UK,
the Cincom D25 has a tool capacity up to
59 tools with the added advantage of
removable guide bush for more economic
material use on shorter components. 

The Cincom D25 is configured as a 10-axis
machine which includes the 0 to 135°
swivelling B-axis. This swivel axis is
incorporated within the first (X1, Y1, Z1) axis
gang toolpost capable of holding four
double-sided driven spindles to service both
the main and sub-spindles. In addition, the
second gang toolpost (X2, Y2, Z2) is able to
work independently or simultaneously with
the (X1, Y1, Z1) toolpost to overlap for
instance, rough or finish turning operations
or apply in unison, drilling or milling based
cycles.

Adding to the flexibility of the tooling
application, there is a further (Y3) back
toolpost axis with one fixed or three driven
tools having 90° adjustment for face, radial
or angle machining. The opposite toolpost is
positioned alongside the sub-spindle (X3,

Z3) which provides a further two fixed tool
positions.

The power on the main spindle is
5.5 kW and 3.7 kW for the back spindle, with
both having a maximum speed of
10,000 revs/min.  The gang driven tools are
powered by drives of 2.2 kW with maximum
speeds of 9,000 revs/min and the back
driven tool speeds are 6,000 revs/min.
Rapid traverse rates are 32 m/min with
24 m/min available on the Z2 gang toolpost.

The new D25 model at the Open House
event was a prototype with a new Mitsubishi
800 controller as well as the usual unique
operating system. 

Darren Wilkins describes the importance
of this feature: “The new platform is at a
higher level and allows you to control five
axes simultaneously. Although available on
lathes, until now it has not been available on
sliding head machines. Normally, five axes
are not needed, but there are components
where this is a distinct advantage, for
example dental components, where a
curved tube can be milled at the side then
drilled down the middle using the 5-axis
control.”

Citizen Machinery UK Ltd
Tel: 01923 691500     
Email: dwilkins@citizenmachinery.co.uk                      
www.citizenmachinery.co.uk 

Open House features new D25 and
LFV technology
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600 UK, the home of Colchester and
Harrison lathes, Pratt Burnerd Workholding
and Clausing, launched the latest addition
to its Clausing range of precision machine
tools at EMO, the Clausing MillPWR CNC
milling machine

The New MillPWRG2 CNC milling
machine is fitted with the powerful, flexible
and user-friendly Acu-Rite control system
from Heidenhain, which is also available in 4
optional languages of English, French,
German and Spanish. 

The MillPWR mill allows you to create and
program complex parts in minutes;
manufacture one-offs and small batch
components; routinely mill prototype and
test components; uItilise the easy-to-use,
full conversational programming system for
quick, no fuss cutting; produce highly
accurate parts first-time with ultra-high
precision 1 μm resolution scales. 

The MillPWR Acu-Rite control uses a 12.1”
high resolution screen, displaying graphics
in either 2 & 3D line or 3D solid formats and
although user-friendly conversational
programming is used throughout with the
addition of an on-board calculator, the
MillPWR system allows uploading, editing
and running G Code and DXF files, enabling
users to transfer and use programs directly
to and from the machine.  

Data storage is also industry leading, with
a huge 2.5 GB of internal memory and the

ability to store and modify up to 99 part
programs, all as standard features. For
external storage, USB and Ethernet
capability are also available as standard.

The MillPWR CNC mill is supplied in three
models with table sizes from 230 x
1,245 mm and 254 x 1,370 mm.  Powerful
2.2 or 3.7 kW motors are used, giving
spindle speeds of up to 4,350 rpm,
combining fast, powerful, and highly
accurate cutting.  Spindle tapers of either
R8, ISO 30 or 40 can also be supplied.

Paul Rushworth, 600 UK sales director,
says: “We are really excited about the
impressive new addition to our already
comprehensive turret and bed milling
range and the MillPWRG2 CNC mill takes
this to a new level.  All our machine tool
products from Clausing, Colchester,
Harrison and Pratt Burnerd are available
through our low-cost finance options
too.”  

Colchester MultiTurn CNC lathe takes the
stage at EMO 
Following much-welcomed feedback from
its extensive worldwide distributor and
customer base, 600 UK launched the
Colchester MultiTurn 2-axis manual/CNC
lathe at EMO.

The new MultiTurn is a simple, flat-bed
CNC lathe now incorporates the powerful
and user-friendly Siemens 828D control with
Shopturn as a standard feature, although
Fanuc 0iTF with Manual Guide i can also be
fitted should the customer specify it.

The MultiTurn takes a highly established,
robustly engineered lathe concept from
Colchester that makes it the perfect
machine for many of today’s CNC turning
applications. The MultiTurn is everything
that you come to expect from a Colchester

lathe and is therefore robust, stable and
highly precise, irrespective of the
component size handled. 

The Siemens 828D control with Shopturn
has a well-earned reputation for being
highly user-friendly and intuitive, ensuring
that operators can cut quickly and easily
with very little training. However, the
Shopturn system is also powerful enough for
more advanced CNC users to output
maximum productivity quickly.

The Colchester MultiTurn lathe has been
designed specifically for: CNC users looking
for increased versatility on one-off and small
batch production; first time CNC buyers and
jobbing shops looking for real programming
simplicity; education and training
establishments needing a real lathe with
step-by-step simplicity.

600 UK offer six Colchester MultiTurn
models, starting with the compact MultiTurn
1000, which has a 330 mm swing over bed, a
7.5 kW motor, outputting spindle speeds of
3,500 rpm, right through to the heavyweight
MultiTurn 6000, which has a massive
760 mm swing over bed and an 18.5 kW
motor giving spindle speeds of up to
1,400 rpm.

The MultiTurn 6000 also has bed length
options ranging from 1.5 to 6 metres,
ensuring that the MultiTurn is capable of
turning any component, regardless of size,
right through to long shafts, billets, bar
stock and castings.

600 UK
Tel: 01924 415000
Email: prushworth@600uk.com
www.600uk.com

600 UK launches new CNC milling
machine at EMO
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Renowned for its very adaptable multi-axis,
high-speed, high accuracy machining
solutions, CB Ferrari showcased for the first
time at EMO its new GT1600/2000
machining centres. The GT Series is a
high-speed, 5-axis machining centre
featuring a moving column design with a
tilting vertical spindle. This design creates a
rigid and compact structure that enables
highly efficient roughing and finishing
operations to be carried out. A key feature
of the machine is the 2,000 mm x 1,500 mm
table that incorporates the 750 mm
diameter rotary table. The two machine
series has  axis travels of 1,600 or 2,000 mm
in X, 820 mm in Y and 850 mm in Z. 

The GT Series has two options for the
toolchange with either 30 or 60 tool capacity
available; through spindle, filtered, coolant
and in process probing available. To aid
high-performance metal removal there are
also two options of spindle speed and
power, both of which are CB Ferrari-built
electro-spindle units. The first is a
20,000 revs/min 28 kW unit with HSK -A63
spindle nose, the second is a more powerful

16,000 revs/min 33 kW unit with an
HSK-A63 connection. Maximum
torque is achieved at 4,200 revs/min
and 3,000 revs/min respectively. This
highly capable machining package is
contained within a footprint of just
5,805 mm x 4,000 mm.

In addition to its machining centre
ranges, CB Ferrari is also a leader in
the design and manufacture of laser
machining systems. To highlight this
it displayed its 3-axis laser 813
machine from its extensive 3- and
5-axis laser machining range. The
Laser 813 is a compact laser marking system
with a footprint of 1,100 x 1,900 x 2,200 mm
and axis travels of 320 x 320 x 320 mm. In
addition to marking applications the lasers
can be applied to processes such as
ablation, texturing, drilling or welding, as
well as the production of small shallow
moulds which can be machined complete by
laser without the need of electrodes.

The CB Ferrari laser machines are easy
and quick to program and come with various
control options including Siemens,

Heidenhain and Bosch. As part of CB
Ferarri’s customer support services these
lasers can also be integrated with other
machines in the CB Ferrari family, with the
company supplying many bespoke solutions
to a diverse customer base. 

IWSH Ltd
Tel: 01503 230079
Email: ian.warren@iwshltd.com
www.iwshltd.com 

CB Ferrari unveils GT series and more at EMO

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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Victor CNC introduced a host of exciting
new machine tools and innovations at EMO.
With seven machine tools on the booth,
Victor CNC used the event as a platform to
launch the new Vcenter-P136 and the new
Vturn-45/125CM, alongside a number of
established machines.

The new Vcenter-P136 vertical machining
centre is available with Y-axis travel of 700
mm, a powerful FANUC 0i-MF CNC
control unit with a 15-inch monitor, a
robust 12,000 rpm spindle powered
by a T8/12000i high torque motor.
Renowned for being a brand built
upon quality, stability, rigid and
performance, the new Vcenter-P136
takes these attributes a step further.
The new addition to the company’s
VMC line up is supplied with a CTS,
oil skimmer and much more. This
exciting development will appear
alongside the renowned
Vcenter-AX800 that has set a new
standard in heavy duty machining. 

The Vcenter-AX800 was shown at
EMO with a new Heidenhain
TNC-640 full 5-axis CNC control unit,
component measuring system, table
shower, automatic door operation
and the KinematicsOpt system with
calibrating ball. This very latest
Heidenhain TNC-640 CNC control
with comprehensive 5-axis features
was also debuted on the market
leading Vcenter- AX350. Offering a
spacious 350 mm diameter tilting table with
Roller cam drive, the robust Vcenter- AX350
guarantees high reliability without backlash
for prolonged service life, precision and
performance.

As a manufacturer that has earned an
enviable reputation for its high performance
turning centres, Victor CNC took its
standing to new heights at EMO with the
launch of the new Vturn-45/125CM slant
bed turning centre. Extending upon the
qualities that have made the Vturn a
household name in the heavy duty turning
sector, the new Vturn-45/125CM brings all
these qualities into a more compact unit
with a Z-axis travel range of 1250 mm.
Smaller than the 2200, 3250 and 4250 mm
variants, the new Vturn-45/125CM packs the
same heavy-duty machining capabilities into
a compact envelope for manufacturers with
limited floor areas. With a belt driven

spindle and GTP gearbox for the C-axis, the
Vturn-45/125CM also marked the arrival of
touch screen features on its FANUC 0i-TF
CNC control unit. 

Alongside this new arrival was the
Vturn-NP16CM with its upgraded C-axis
BMT-45 tooling turret that incorporates a
new 6,000 rpm milling spindle, high
pressure coolant, a work feeding

WF-E100/10P with turnover station and an
extremely impressive Easyway EWR-03
robotic loading station. While the
Vturn-NP16CM highlighted the automation
credentials of the Victor CNC brand, the
VT-Q200T2Y2 further emphasised
automated production and flexibility with its
twin spindle and twin turret configuration
with Y-axis and robotic part catcher. 

The final machine of the EMO line-up was
the extended VT-A26 turning line. The new
VT-A26LSB-Y incorporates a 105 mm large
spindle bore with a Fanuc Bi250S spindle
motor and YCM milling capability, a
high-quality Kitagawa BB-212 chuck and a
14-bar high pressure coolant unit. 

If you didn’t make it to Hannover to see
these exciting new innovations, get in touch
with Victor CNC and it will take you through
what these innovations can bring to your
business.

Victor CNC Ltd, based in Rochdale,
Lancashire is an associated subsidiary
company of Victor Taichung Machinery
Works Co Ltd. Victor CNC Ltd is the sole
distributor of Victor CNC lathes and
machining centres in the UK, Eire and
selected countries within mainland Europe.
In addition, spare parts are supplied
throughout the whole of Europe. In the past

years since its inauguration Victor CNC Ltd
has seen continuous growth and
development, which is reflected in its
marked increased market share. Supply,
installation and commissioning of machines,
as well as technical support through service,
spare parts etc., are all supplied direct from
Victor CNC Ltd’s own base.

Victor CNC 
Tel: 01706 648 485
Email: sales@victorcnc.com
www.victorcnc.com

In seventh heaven with Victor CNC
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XYZ Machine Tools’ attendance at the EMO
show has proved to be successful and the
company is already planning for its return in
2019. The stated aim of attending EMO for
XYZ was to increase its distribution and, with
some extensive dialogue taking place on the
stand, additional partners look likely within
mainland Europe and Africa. 

Howard Bamforth, XYZ’s export sales
director, also confirms the finalising of two
distribution deals, one with PBS Machine
Tools in South Africa and the second with
CNC Island, based in Iceland: “We have had
limited sales to both South Africa and
Iceland before, but with these two
distributors coming on board it is exciting
times for both these sales territories. In fact,
we are already seeing the positive effects
with two machines on their way to Iceland,
which will be supported in the coming
weeks with a visit by one of our applications
engineers once they are installed at the
customer.”  

XYZ Machine Tools also saw some direct
sales activity at EMO with orders being
received for a range of machines from

customers in Germany and
Bulgaria during the week-long
exhibition. 

Howard Bamforth continues:
“The European market is one
that has terrific potential for
XYZ and its range of machines.
Sales within mainland Europe
have increased by 12 percent
in the past 12 months and
there is no reason, given the
reception we had at EMO, that
this positive trend cannot
continue. We have the
advantage of the ProtoTRAK
control system, which continues to lead the
way in helping customers make that step
into CNC, and there was also considerable
interest in our recently introduced series of
linear rail machining centres. The innovative
XYZ 2-OP portable vertical machining
centre also proved a hit with visitors to the
stand. In addition, we have invested in
additional resources and support for our
European distributors at our headquarters in
Devon. The results of this are already

bearing fruit with greater efficiency dealing
with inquiries, resulting in additional sales.” 

XYZ Machine Tools Ltd
Tel: 01823 674200
Email: nigel.atherton@xyzmachinetools.com
www.xyzmachinetools.com

Machine sales and new partners for XYZ at EMO

DMG MORI has combined the speed of
multi-spindle automatic turn-milling with the
versatility of sliding-headstock (Swiss-type)
technology to launch two new machines
with up to 41 CNC axes at EMO. The multis
are manufactured at the group’s recently
remodernised Gildemeister Italiana factory
in Brembate di Sopra, which has experience
of delivering more than 5,000 fixed-head
multi-spindle autos.

In a compact footprint of 21.9 m²
including proprietary bar magazine and
high-pressure coolant system, the
MULTISPRINT 25 and MULTISPRINT 36 are
capable of manufacturing components from
bar up to 25 mm and 36 mm diameter
respectively. The larger machine can also
turn chuck parts up to 50 mm diameter, a
process that can be automated by one or
two robots in the working area.

Driven tools and a 100 mm Y-axis on the
cross-slides at each of the six spindle
positions allow highly complex workpieces
to be completely machined with up to 28
standard tools, 24 of which may be driven.
X-axis travel is 50 mm and Z-axis travel is

100 mm, or 180 mm in combination with
DMG MORI’s SWISSTYPEkit including
driven guide bush. Converting the lathes for
long part turning takes less than two hours.
Maximum rotational speed of the spindles is
7,500 rpm, while driven tools rated at
13,800 rpm / 14.2 Nm provide considerable
versatility of production.

For rear machining, MULTISPRINT
machines can be optionally equipped with a
pick-up spindle or one or two counter
spindles, allowing cycle time reductions of
up to 35 percent through one-hit
production. The pick-up spindle moves 230
mm along the Z-axis. The counter spindles,
which index in 0.002 degree increments,
move 280 mm in X-, 320 mm in Y- and

370 mm in Z-. Machining is completed using
a double endworking station with three
driven and two fixed tools. Control is
provided by a Fanuc series 30i.

The machines are currently being tested
for 12 months by five selected customers
under production conditions and will be
commercially available from early 2018. A
video showing the MULTISPRINT in
operation may be viewed at
www.youtube.com/watch?v=wTPSAVd
Xu8Y

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

CNC sliding-head multi-spindle autos launched at EMO 

Howard Bamforth (second left) with colleagues
Uwe Heinemann,  Thorsten Kohlstedt,

Andy Ostheimer and Norbert Pfitzer from XYZ’s
German distributor Piper Werkzeugmaschinen
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Greenleaf Corporation has introduced
XSYTIN®-1, a new revolutionary
phase-toughened ceramic insert grade
complementing its world-class line of
ceramic insert cutting tools. XSYTIN-1 is
engineered by Greenleaf to machine more
materials than any other ceramic grade in
the industry today. It is designed to mill, turn
and groove the most difficult materials on
the market at extreme feed rates with the
high surface footage of ceramic inserts.  

The strongest ceramic insert grade ever
produced by Greenleaf, XSYTIN-1 is ideal
for use in interrupted cuts, removal of scale,
roughing, semi-finish and finish cuts in
heat-resistant superalloy materials, cast
irons, nodular irons, ductile irons, steel
alloys and stainless steels.  

The unique properties of XSYTIN-1 will
establish new benchmarks in the
performance level of ceramics. The structure
of this new phase-toughened ceramic

exhibits high wear resistance and
outstanding thermal shock resistance, which
makes XSYTIN-1 a very predictable,
high-performance product. 

Simply put, XSYTIN-1 revolutionises the
ceramic cutting tool market by expanding
into application areas where, until now,
ceramics have not been an option and
significantly improves the areas where
ceramics have been traditionally applied.
Greenleaf offers superior productivity gains
and cost savings opportunities by
combining the market-leading XSYTIN-1
with the application expertise for which
Greenleaf has been known for over 70 years. 

XSYTIN-1 is available now in a wide variety
of ANSI/ISO geometries. For more
information or to schedule a demonstration,
visit www.greenleafcorporation.com/
xsytin-1 or contact Greenleaf Europe B.V. 

Greenleaf Corporation is a leading
supplier of cutting tool technology,

specialising in the manufacturing of
high-performance tungsten carbide
and ceramic grade inserts and
innovative tool-holding systems.
Greenleaf continues to build on over
70 years of innovation and the legacy
established by its founder Walter J.
Greenleaf, Sr., which centres on
supplying customers with productive
solutions to every metal-cutting
situation. 

The corporation traces its roots
back to the early 1940s when Walter
J. Greenleaf, Sr. sold tungsten carbide
tooling systems to the steel industry in
Western Pennsylvania. Greenleaf
Corporation was formed in 1945, and began
marketing a diverse line of products for the
machine tool industry. Greenleaf
Corporation moved into manufacturing in
1960. In 1969, Greenleaf was the first to
introduce CVD-coated carbide inserts to the

US marketplace.  
Over the next 44 years,

Greenleaf grew in market share
through the development of its
technological capabilities and
product line. Walter J. Greenleaf,
Jr. assumed the presidency from
his father in 1966 continuing the
family legacy of innovation and
excellence in manufacturing.
Greenleaf capitalised on its
reputable line of carbide products

by engineering innovations in the areas of
ceramic, ceramic composites and
custom-designed tool-holding systems.
Greenleaf’s introduction of WG-300®, a
whisker-reinforced ceramic insert that is
recognised as one of the most significant
advancements in the history of cutting tools,
enabled companies to reach previously
unachievable machining speeds. 

Today, Greenleaf Corporation is
positioned to serve the evolving needs of
companies in major industries, including

aerospace, automotive, bearings, machine
tool and rail among others. Greenleaf’s
products are engineered to provide optimal
performance against a wide range of
materials under the most rigorous metal-
cutting conditions. In addition to a
comprehensive line of carbide inserts,
Greenleaf offers high-quality ceramic and
ceramic-composite materials, which can be
custom designed for specific machining
applications. 

Under the guidance of current company
president James M. Greenleaf, the company
sells and distributes its product lines in over
60 countries. Currently Greenleaf services its

global customer base from a number of
locations. Greenleaf’s Corporate
Headquarters in Saegertown, Pennsylvania
and a facility in North Carolina are the
mainstays of pioneering breakthroughs in
cutting tool technology and manufacturing.
On the global front, award- winning
customer service and technical support is
also achieved through offices in the USA,
Europe and China. 

Greenleaf Europe BV
Tel: 07792 901682
Email: wlangford@greenleafcorporation.com
www.greenleafcorporation.com

Greenleaf revolutionises the ceramic insert market
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The Hoffmann Group, a leading system
partner for quality tools, has expanded its
GARANT MasterSteel solid carbide drill
product series. In the summer of 2016, the
Hoffmann Group presented the new
MasterSteel SPEED and FEED
high-performance solid carbide drills. This
product family has now been expanded to
include the variants 8 x D and 12 x D.
GARANT MasterSteel FEED could be found
at EMO. 

The GARANT MasterSteel FEED is now
available with the world's largest L/D ratio of
12 x D for three-edged solid carbide drills
and comes with a matching three-edged NC
spotting drill. This means more tools for
professional machining of steel, cast iron
and stainless steels which generate with
three cutters up to 50 percent more feed
per rotation and offer long tool life. 

For three-edged drills, chip removal is a
particular challenge. Compared to the
classic two-edged unit, the flutes are small.
The Hoffmann Group has nevertheless
succeeded in designing the GARANT
MasterSteel FEED with 8 x D and 12 x D,

without having to make
promises with the excellent
feed rates. This is ensured
by a special cutting-edge
geometry with stable
cutting edges and a large
clearance in the centre. A
special taper with a
specially shaped tip angle
reduces the cutting
pressure and creates an optimal chip flow as
well as controlled chip breaking.

The Hoffmann Group has also developed
a matching NC spotting drill for GARANT
MasterSteel FEED in order to be able to
carry out deep drilling precisely. Here too
the Hoffmann Group relies on the excellent
self-centring capability of the three-blade
unit, where the forces spread over three
instead of just two blades. This allows for
targeted spot drilling even on critical and
uneven surfaces. The point geometry is
optimally matched to the geometry of the
following MasterSteel FEED drill with a
point angle of 155 degrees. 

GARANT MasterSteel FEED and SPEED

have been optimised to suit a range of
production environments. GARANT
MasterSteel FEED solid carbide drills
develop their highest performance in
machining centres with high spindle speed
and high torque. Whereas the GARANT
MasterSteel SPEED has been designed for
machines with a low spindle output but a
high speed as well as for thin-walled
components. 

Hoffmann GmbH
Tel: 0049 8704176111
Email: ab.uk@hoffmann-group.com
www.hoffmann-group.com 

Expanded solid carbide drill series 

With its new C 650 machine model from the
Performance Line series, the
Maschinenfabrik Berthold Hermle AG
presented, at EMO a new machining centre
for varied 3-axis and 5-axis jobs. A steel die
for automotive tool and mould making
shows the precision and performance
capacity of the new machining centre.
This was complemented by three other
machine models. 

The compact C 250, also a member of the
Performance Line series, has been part of
the Hermle product portfolio for a year now,
proving its worth here with a job from the
field of model construction.

With an RS 05 robot system adapted to a
C 12 U dynamic from the High-Performance
Line, Hermle confirms its place in the field of
machining centre automation for a wide
range of sectors. 

The new HS flex handling system,
adapted to a C 42 U dynamic 5-axis
machining centre, was displayed for the first
time at a trade fair. The system already
attracted a great deal of interest at the
in-house exhibition in Spring from

customers needing a
high-performance, compact
automation tool at a very
attractive price.

Hermle AG also showcased
the complete range of its
digital components for the
first time. A number of
software tools were
highlighted including:
Increasing machine
productivity and process
reliability with the aid of the AFC, ACC,
CTC, AVD, LAC control functions;
Application-oriented optimisation of surface
quality, dynamics or precision using
Hermle’s own setups; Intelligent order
management with the Hermle Automation
Control System (HACS) and HACS-Connect,
Hermle’s own interface for integration into
ERP or PPS systems; central information and
monitoring tool Hermle Information
Monitoring Software (HIMS); convenient
tool management with HTMC & HOTS for
Hermle machining centres.

Also on display for the first time was a new

touch monitor for all TNC 640 control units
that will be standard on all models using this
control system from September.

Also, additive manufacturing with
Hermle’s own Metal Powder Application
Technology (MPA) was presented with the
aid of many examples and expert advice.

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

New machine model and a wide range of digital components 
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Quality assurance is vital in the production
of accurate, patient-specific implants,
endoprostheses and surgical guides.
Consequently, Baltic Orthoservice in
Kaunas, Lithuania uses a multi-sensor
Coordinate Measuring Machine (CMM)
including a laser scanner in conjunction with
a micro-CT (computed tomography) system,
all supplied by Nikon Metrology. 

The ALTERA CMM with LC15Dx laser
scanner allows fast inspection of 3D-printed
implant surfaces and screw holes, while the
XT H 225 CT guarantees internal structure
quality and accurate geometrical correlation
between CAD implant model and
manufactured product. 

Paulius Lukševičius, engineer of
mechanics, explains: “3D-printing is a
complicated technology and there is a big
variation in processing parameters, so
predicting the quality and geometry of
printed objects is quite a challenge. 

“Patient-specific implants are a bespoke
treatment solution, which means that the
surgery must be ‘pre-planned’ virtually so
the implant can simply be put in place. To be
able to execute the virtual plan, it is vital to
be 100 percent sure that implant geometry
is exactly the same as the CAD model and
that the holes are machined to high
accuracy. 

“To fulfil these goals, we use a variety of
metrology equipment. The CMM with laser
scanner is irreplaceable when we need to
perform fast checks after each
manufacturing and post-processing stage,
especially to check spherical surfaces,
bearing surfaces and hole angles.”

Unlike standard modular hip implants
used to treat severe clinical conditions,
patient-specific alternatives are designed as
a single device with anatomically adapted
surfaces. It eliminates the risk of instability
and adapts the implant to the bone rather
than the bone to the implant. A major
benefit of the procedure is that, during
surgery, there is no need to shape the bone
to adapt it to the implant or use bone
cement, meshes and augments to fill the
bone defect. The implants are designed
using virtual anatomical bone models which
are obtained from medical CT scans of a
patient.

For manufacturing the implants, Baltic
Orthoservice uses direct metal laser
sintering equipment purchased in 2012.
After 3D-printing, implants undergo a
variety of post-processing steps, including
heat treatment, surface polishing and
milling for screw holes. There are a number
of medical device standards and regulations
that must be met, which is why it is
paramount for products to be of ultra-high
accuracy. 

With fine tolerances and strict standards
to be adhered to, the post-processing
stages are repeated until the physical
implant matches the desired virtual model
exactly. Quality assurance measures are
taken following every step, during which the
LC15Dx laser scanner is able to show quickly

how well the physical part matches the
virtual model. 

Paulius Jokymaitytè says: “Laser scanning
and micro-CT serve two different purposes
and both excel in different areas. The CMM
with laser scanner is very effective for
inspecting features and surfaces of bigger
parts such as an acetabular implant, for
quality control of standard products like
osteosynthesis plates and for assessing
standard elements in patient-specific
implants, i.e. screw holes or spherical
shapes.

“The micro-CT system is a vital tool for
non-destructive analysis of the internal
structure and geometry of additively
manufactured components.”

As the Quality Control Laboratory at
Kaunas was a new project to supplement the
additive manufacturing facilities, there were
no previous systems to be replaced. Baltic
Orthoservice knew what was required and
compared the best technologies on the
market to find the right solution.

Paulius Lukševičius says: “The primary
requirement was to have the capability to
inspect parts made from different types of
materials. The size of the working area was
also important, but most crucial was
accuracy.”

He pointed out that a key advantage of
the Nikon Metrology LC15Dx is its ability to
scan reflective and multi-material surfaces

Versatile quality control of medical parts
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thanks to Enhanced Sensor Performance
(ESP) technology. It maintains accuracy,
speed and data quality by intelligently and
continuously adapting the laser settings for
each measured point. Probing error is
comparable to that of tactile inspectio
(1.9 μm) and data collection is fast at 70,000
points per second. By maintaining such high
standards when scanning difficult surfaces,
the LC15Dx is an ideal tool for inspecting
complex parts in the medical industry.

Paulius Lukševičius concludes: “The Nikon

solution offers more in-depth knowledge of
what we are manufacturing and gives better
precision and understanding of 3D-printing
errors and deviations. 

“It means we achieve superior product
quality and avoid problems during
operations. Implants with Nikon quality
assurance are more reliable and it is easier
to prove their worth.

“Often our quality control laboratory
receives inquiries from other manufacturers
in the medical sector and other industries to

perform geometry inspection for them.”
With 100 years expertise in the field,

Nikon has always been at the forefront of
optical and technological innovation,
promoting creativity and trustworthiness as
part of the company's global mission
statement.

Nikon Metrology UK Ltd
Tel: 01332 811349
Email: sales.uk-nm@nikon.com
www.nikonmetrology.com

A new way of harnessing the sun’s rays to
power ‘synthetic skin’ could help to create
advanced prosthetic limbs capable of
returning the sense of touch to amputees.
Engineers from the University of Glasgow,
who have previously developed an
‘electronic skin’ covering for prosthetic
hands made from graphene, have found a
way to use some of graphene’s remarkable
physical properties to use energy from the
sun to power the skin. 

Graphene is a highly flexible form of
graphite which, despite being just a single
atom thick, is stronger than steel, electrically
conductive, and transparent. It is graphene’s
optical transparency, which allows around
98 percent of the light which strikes its
surface to pass directly through it, which
makes it ideal for gathering energy from the
sun to generate power.

A new research paper, published in the
journal Advanced Functional Materials,
describes how Dr Dahiya and colleagues
from his Bendable Electronics and Sensing
Technologies (BEST) group have integrated
power-generating photovoltaic cells into
their electronic skin for the first time.

Dr Dahiya, from the University of
Glasgow’s School of engineering, says:
“Human skin is an incredibly complex
system capable of detecting pressure,
temperature and texture through an array of
neural sensors which carry signals from the
skin to the brain.

“My colleagues and I have already made
significant steps in creating prosthetic
prototypes which integrate synthetic skin
and are capable of making very sensitive
pressure measurements. Those
measurements mean the prosthetic hand is
capable of performing challenging tasks like
properly gripping soft materials, which other
prosthetics can struggle with. 

“Skin capable of touch sensitivity also
opens the possibility of creating robots
capable of making better decisions about
human safety. A robot working on a
construction line, for example, is much less
likely to accidentally injure a human if it can
feel that a person has unexpectedly entered
their area of movement and stop before an
injury can occur.”

The new skin requires just 20 nanowatts of
power per square centimetre, which is easily

met even by the poorest-quality
photovoltaic cells currently available on the
market. And although currently energy
generated by the skin’s photovoltaic cells
cannot be stored, the team are already
looking into ways to divert unused energy
into batteries, allowing the energy to be
used as and when it is required.

The University of Glasgow
Tel: 0141 330 2000
www.gla.ac.uk 

Solar-powered skin opens new possibilities for prosthetics
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Renishaw’s neuromate stereotactic robot recently featured in
an episode of the BBC drama Holby City. During the episode,
neuromate assists with the treatment of an
Obsessive-Compulsive Disorder (OCD) patient who undergoes
a stereotactic Deep Brain Stimulation (DBS) procedure. 

In the storyline, neurosurgeons use advanced MRI technology
and Renishaw’s neuroinspire software to identify the region of
the brain responsible for generating the OCD symptoms. A
carbothane neuroguide guide tube kit is used to create tracts
for the insertion of thin and flexible specialist electrodes.
Powered by a battery pack implanted in the patient’s chest, the
electrodes deliver a series of persistent electric impulses to
stimulate the symptom-generating region of the brain. DBS can
have remarkable therapeutic effects in the treatment of OCD,
and other neuro-disorders such as Parkinson’s disease.  To be
effective, the electrical stimulation must be delivered at a high
frequency, typically greater than 130 Hz.

The success of DBS depends on careful mapping and
targeting of brain anatomy. Accurate positioning of electrodes
is essential. The Renishaw range of products for stereotactic
neurosurgery are designed to integrate into a comprehensive
system for improved efficiency and safety at each stage of the
DBS procedure, from planning through to verification and
delivery. 

Renishaw’s neuroinspire software provides neurosurgeons with
an easy-to-use platform for target identification and trajectory
planning. The software fuses MRI and CT datasets into a 3D volume,
enabling neurosurgeons to explore the best available approach to
the target, avoiding key anatomy and blood vessels.

Whilst the neurosurgeon remains in complete control of the
procedure, neuromate can assist by providing a stable base and
accurately aligning the surgical tools in accordance with the
neurosurgeon’s pre-planned trajectory. The ergonomic
functionality of the neuromate robot combined with state of the art
pre- and intra-operative imaging technology can improve chances
of accurate electrode placement.

The neuroguide electrode delivery system, designed for use in
DBS, is a long-term implant which facilitates electrode implantation
by acting as a conduit, preventing the electrode from bending off
target. The neuroguide system includes a radio-opaque stylette
which can be used for target verification prior to electrode
implantation. 

The patient undergoing surgery in Holby City is kept awake
during the DBS procedure. Historically, this would have been
necessary to allow the neurosurgeon to monitor the patient’s
response to treatment. A typical DBS procedure lasts 6-8 hours,
which can be grueling for both patient and neurosurgeon. The
prospect of remaining awake has often acted as a bottle-neck on
the number of patients receiving the benefit of this treatment. 

However, improvements in surgical imaging and supporting
technology, including the products from Renishaw described
above, means that DBS is increasingly available as an asleep
procedure. Increasing confidence in the ability of medical

technology to support accurate delivery reduces the need for the
patient to be conscious for verification, greatly reducing stress and
improving the patient experience. 

UK-based Renishaw is a world leading engineering technologies
company, supplying products used for applications as diverse as jet
engine and wind turbine manufacture, through to facial
reconstruction and neuro surgery. It has over 4,000 employees
located in the 35 countries where it has wholly owned subsidiary
operations. 

For the year ended June 2017, Renishaw recorded sales of £536.8
million of which 95 percent was due to exports. The company’s
largest markets are China, the USA, Japan and Germany.

Throughout its history Renishaw has made a significant
commitment to research and development, with historically
between 14 and 18 percent of annual sales invested in R&D and
engineering. The majority of this R&D and manufacturing of the
company’s products is carried out in the UK.

The company’s success has been recognised with numerous
international awards, including eighteen Queen’s Awards
recognising achievements in technology, export and innovation. 

Renishaw is listed on the London Stock Exchange (LSE:RSW)
where it is a constituent of the FTSE 250. 

For further information on Renishaw’s range of products for
stereotactic neurosurgery, visit www.renishaw.com/neuro

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

Renishaw robot makes guest
appearance in popular television drama
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Bowers Group has supplied IBEX
Innovations with a Baty VuMaster CNC
Vision System to ensure the accuracy of key
components used in ground breaking X-Ray
detector technology. IBEX Innovations
Limited (IBEX) has developed and
commercialised an innovative X ray detector
technology capable of generating high
sensitivity materials information from
standard X-ray detectors. 

When used in medical applications
additional information such as Bone Mineral
Density becomes available without further
dose to the patient, enabling better
diagnosis of conditions such as
Osteoporosis. IBEX is also testing the
technology in order to improve the standard
X-Ray techniques used in the routine
screening of women for breast cancer,
potentially enabling the early detection of
cancer cells. 

The patented IBEX technology adds a
precise three-dimensional structure, the
IBEX Multi Absorption Plate (MAP), in front
of an existing X ray detector to modulate
the X ray beam in a predictable way over the
area of a few pixels. It was this Multi
Absorption Plate that IBEX had to ensure
was highly accurate in order to facilitate the
correct modulation of the X ray beam, and
was therefore in needed of a high precision
measurement solution. 

Bowers Group supplied IBEX Innovations
Limited with a Baty VuMaster CNC Vision

System. The Baty VuMaster CNC Vision
System encompasses a floating measuring
camera that moves anywhere in the
measuring range. Because the camera
moves and the part stays still, expensive and
potentially time consuming workholding
devices are not needed. 

IBEX Innovations’ Grants and Project
Delivery manager Kurt Scott says: “We are
very pleased with the performance of the
VuMaster. Although it has mainly been used
for research and development so far, it’s a
valuable piece of inspection kit. The features
of the VuMaster are a perfect fit for our
application, and the automated
measurement process means that our lab
technicians are free to get on with their
work. The measurement process is fast and
accurate, it really works for us.”

Using the The VuMaster, IBEX is able to
ensure the accurate measurement of the
MAPs, which are thoroughly inspected to
ensure all dimensions are consistent and
within the required tolerances. IBEX is
accredited for ISO 9001:2008, a well-known
international quality standard for any
business, and ISO 13485:2012, which
specifically addresses work in relation to
medical devices, therefore accurate
measurement solutions are key to the
company’s commitment to meeting high
standards of quality.

The VuMaster can be operated manually
or programmed to carry out inspection
routines that can be recorded and stored.
When played back, these ‘programs’ give a
fully automatic (CNC) process, recreating
the same lighting conditions and using
‘Video Edge Detection’ to automatically
’capture’ feature data. The result is fast,
accurate, ‘non-contact’ measurement over a
large measuring range, including
automatically generated reports in the form
of a fully dimensioned drawing of the
measured part, and more detailed tabulated
data report in pdf or xls format. SPC data
analysis is also included in Fusion software,
these reports can be stored locally or to the
company network.

Once the IBEX MAP is fitted in front of an
existing X ray detector, advanced software
algorithms then deconstruct the effect of
the MAP to determine pixel by pixel spectral

content. Using the additional spectral
information returned by IBEX equipped
detectors, the IBEX Software Toolkit
independently classifies the material type
and thickness of features.

By recovering spectral information
normally lost in single images from indirect
silicon line and area sensors, IBEX-equipped
X-Ray detectors can effectively classify both
materials and thickness changes in a sample.
This enables the delivery of improved
medical diagnostic imaging as well as
detection of impurities, defects and threats.
The IBEX Multi Absorption Plate (MAP)
technology rapidly integrates into most
existing detector types, and adds materials
information whilst retaining the speed,
signal to noise, spatial resolution and
imaging area characteristics of the
underlying sensors.

When used in medical applications, the
technology has a sensitivity equivalent to
that of dedicated DEXA systems, with no
compromise to the high quality diagnostic
output, and no increase in patient dose. This
is achieved in a single exposure, with no
changes to standard clinical procedures,
whilst retaining the speed, sensitivity and
resolution of the underlying detector. Tests
are in process at IBEX to use the technology
for mammograms, lowering the risk of
radiation by using half the dose, and
providing contrast based on material
composition which could potentially detect
cancer cells. 

Bowers Group
Tel: 08708 509050
Email: new@bowers.co.uk
www.bowers.co.uk

Ground breaking X-Ray technology
developed with Baty Vision System 
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Engineered to simplify even the most
demanding applications, GF Machining
Solutions’ all-new AgieCharmilles CUT P
series of solutions brings the limitless
possibilities of new intelligence to the
wire-cutting electrical discharge machining
(WEDM) process. The CUT P, unveiled in
April, also took centre stage on the
company’s booth at this year’s EMO
exhibition. 

The fourth industrial revolution, also
known as Industry 4.0, represents the new
era of innovation shaping the way in which
manufacturers work. The new
AgieCharmilles CUT P wire EDM series
delivers new intelligence to advance their
speed, flexibility and quality while helping
them get to the heart of even the most
critical applications in electronic
components, automotive and medtech. 

Designed for productivity
From producing a surgical tool weighing
only a few grams to machining a six tonne
die-casting mould for automotive, every
detail of the AgieCharmilles CUT P series is
designed to help manufacturers expand
their business opportunities. The solution’s
new state-of-the-art Intelligent Power
Generator (IPG) enables precision parts as
well as mould-and-die manufacturers to
increase cutting performance by 20 percent.
Thanks to the series’ automatic slug
management and tooling and automation
solutions, machine uptime is optimised. In
addition, running costs are minimised by an
array of innovative capabilities such as
Automatic Slug Welding (ASW), Automatic
Slug Management (ASM), ECO machining,
an improved Econowatt function,
automation readiness, and leading-edge
ergonomics. This translates into reduced
time to market and faster production at
lower costs. 

Ideal for every application
Whether the job at hand requires
micromachining or macromachining, the
AgieCharmilles CUT P series helps
manufacturers master complexity and
realise limitless possibilities for business
expansion and perfect performance in any
situation. This includes obtaining the
accuracy-boosting thermostabilisation and
machining repeatability to achieve accuracy
down to 2 μm and finer surface finishes

down to Ra 0.08 μm. Advanced taper
accuracy below 10 seconds with
straightness, sharp contours and no lines
becomes easily achievable with the
AgieCharmilles CUT P series’ EXPERT
systems. At the same time, this solution’s
unique collision protection system prevents
costly machine maintenance and ensures
long-term accuracy and reliability. All of
these benefits, including the EXPERT
systems and more than 600 available
technologies made possible by the new,
cutting-edge IPG, allow manufacturers to
cut their costs by up to 20 percent. 

Ready for any challenge
Productivity and machine availability are
essential for profitability. This is why the
AgieCharmilles CUT P series focuses on
putting SMART and connected solutions at
manufacturers’ fingertips. 

SMART consumables, for example,
integrate RFID chips into wires and filters to
eliminate the risk of errors. They facilitate
the quick replacement of consumables,
avert breakdowns, minimise stock, and
ensure complete process traceability. At the
same time, System 3R’s WorkShopManager
and CellManager software takes process
administration and surveying to the next
level. eTracking digitises process monitoring
as well as traceability and GF Machining
Solutions’ rConnect suite of modular digital
services keeps manufacturers connected to
their machines anytime, wherever they are.

Moreover, the productivity-enhancing
AgieCharmilles CUT P solutions increase
tooling life, reduce scrapped parts, advance
quality control, decrease the need for
manual intervention, and allow
manufacturers to work 100 percent
automatically. This means manufacturers
spend more time machining and enjoy
limitless possibilities in tackling complex
applications and expanding their business
horizons.

GF Machining Solutions is a leading
provider of machines, diverse technical
solutions and services not only to the tool
and mould making industry but also to
manufacturers of precision components.
The products range from electrical
discharge machines, high-speed and
high-performance milling machines,
including clamping and palletisation
systems, 3D Laser surface texturing
machines and spindles, to solutions for
tooling and automation, services, spare
parts, expendable parts and consumables.
GF Machining Solutions is a globally acting
division of the Georg Fischer Group
(Switzerland) and maintains a presence on
50 sites worldwide within its own
organisation. Its 3,102 employees
generated sales of CHF 916 million in 2016. 

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

New CUT P wire EDM solution
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Take the long view
Sodick EDM - an investment for today and tomorrow

Sodi-Tech EDM sole UK distributor of Sodick EDM technology

Rowley Drive, Baginton, Coventry CV3 4FG  Tel. +44 (0)24 76 511 677  Email sales@sodi-techedm.co.uk  www.sodi-techedm.co.uk

A Sodick EDM LINEAR motor machine offers you a whole lot more

All Sodick EDM machines incorporate LINEAR DRIVE TECHNOLOGY 

trademark features, such as ceramic components, user-friendly software and 
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Investment by ATS UK in a Sodick AG60L
from Sodi-Tech EDM is on course for an
impressively short payback period of just 18
months. This is predominantly as a result of
cycle times that have been cut by two-thirds
in some instances, as well as reduced
electrode requirements. 

Advanced Tooling Systems UK Ltd was
first incorporated in 2001. Since then, it has
become one of the country’s leaders in
design, product development, prototyping
and manufacturing for a number of
demanding sectors. The company was
formed by the amalgamation of two
well-respected, Kent-based manufacturers:
Millaber, based in Maidstone, and
Folkestone Precision Engineering. Both
companies, which remain at their respective
facilities, served the automotive, white
goods and medical industries for over
50 years before joining forces.

At Folkestone, ATS focuses on injection
mould tools and precision engineering
projects for a Europe-wide customer base.
Core business of this ilk demands
technologies such as EDM, and it is here that
ATS UK recently sought to upgrade its die
sink capabilities. 

Mark Terry, technical director at ATS,
says: “We were witnessing an increase in
demand for spark erosion work involving
thin, deep ribs. For instance, we were
recently awarded a repeat contract for a
number of multi-impression two-shot wheel
moulds. Traditionally, each impression
required 45 hours of spark erosion and three
electrodes. The target cost and lead-time
for the package would not have allowed us
to complete the project on-time and
on-budget, so we began investigating new
EDM technologies.”

Among three vendors invited to put
forward a proposal was Sodi-Tech EDM,
which recommended the Sodick AG60L
CNC die-sink machine with optional
30-station tool changer.

Mark Terry says: “Sodi-Tech quoted some
extremely impressive time savings on the
wheel mould impressions and indicated that
each impression could be completed in a
third of the time using the Sodick AG60L. In
all honesty, we thought this was unlikely, so
we offered up a core and an electrode and

invited them to prove it. We went along to
Sodi-Tech’s facility in Coventry to watch
proceedings. Needless to say, they did it,
and we placed the order for the machine on
the way home. We knew that EDM
technology had moved on, but not to that
extent. It was an incredible eye-opener.”

Featuring linear motor drives and glass
scale feedback on the X, Y and Z axes, the
Sodick AG60L houses special circuits for
electrode wear reduction, fine finishing and
energy saving. Travels are 600 by 420 by 370
mm in X, Y and Z respectively.

Since the installation of the machine in
March 2017, ATS UK confirms that EDM
timings had been reduced by approximately
60 percent. Furthermore, less electrodes are
required, thus delivering further savings.

Mark Terry says: “In reality, we experience
almost zero electrode wear when using the
AG60L, which is very impressive. We found
ourselves only swapping the electrode on
this particular job simply because we’d
made one, not because there was a real
requirement.”

The graphite electrodes for the wheel
tools were shaped like a wheel featuring a
dozen spokes. Each spoke started at 1 mm
at the root tapering with draft to 1.2 mm at
the top and 62 mm in depth.

A further saving for ATS UK is the fact that
two of its previous EDM machines have
been replaced by the output of the Sodick

AG60L. In fact, the Sodick machine has been
paired with a 32-pallet automation device
that allows the company to run lights-out
overnight.

Mark Terry continues: “The speed of the
machine and its automation means we are
on track for an 18-month ROI. If we left our
previous die-sink machine to run overnight it
would finish at 4pm the next day, the Sodick
finishes the same quantity of work by 4am.
That’s a great result for ATS UK, which not
only vindicates our investment decision but
supports our business growth moving
forwards. We are increasingly seeing mould
tool work return from offshoring projects in
China, particularly as the exchange rate
means that tools from the Far East are now
20 percent more expensive than 12 months
ago.”

This increase in work for UK mouldmakers
means that ATS UK as a whole now employs
65 people and achieves turnover just shy of
£8 million, which is up an impressive 25
percent in the past five years alone.

Mark Terry says: “We have full CAD to
production capability here, which is a major
contributor to our growth, along with
financial security that allows us to take on
larger projects. Clearly, investment in the
latest manufacturing technologies, such as
the Sodick AG60L, is another factor
delivering genuine competitive advantage.
For instance, some of our jobs demand

Sodick die-sink EDM on course for
18-month ROI at ATS UK
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tolerances as tight as 20 μm. The new
machines provides us with the confidence to
achieve this limit first time, whereas
previously we would normally need two
hits.”

Another significant benefit to the
ISO9001-accredited company is the
ease-of-use afforded by the Sodick control
and its simple programming functionality.

Mark Terry concludes: “The biggest
problem in our industry is finding
fully-skilled toolmakers, who simply no
longer exist. As a result, we have been
growing our own toolmakers by taking on
two apprentices, every year, for the past
eight years. Using our previous machine it
would take up to six months to complete
EDM training. However, with the Sodick
machine we have already fully trained three
employees in a fraction of that time.”

Sodi-Tech EDM Ltd is the exclusive
distributor of Sodick EDM products in the
UK. A wide range of Sodick wire-cut and sink
EDM machines are on display at its large
showroom in Coventry, West Midlands. 

With an experienced team of regional
sales engineers, backed up by a specialist

team of application engineers, the company
are on hand to demonstrate each machine's
capabilities, ensuring that customers final
choice will suit the type and quality of
components that they wish to manufacture.

Sodi-Tech EDM Ltd
Tel: 02476 511677
Email: sales@sodi-techedm.co.uk 
www.sodi-techedm.co.uk

Wire & Die Sink EDM Technology solutions

maximising production
reducing operating costs

The home of standard  
and custom built EDM machines  
with the latest EDM Technology

T:  +44 (0)1676 534 534          sales@warwickmachinetools.co.uk          www.warwickmachinetools.co.uk

60 Years experienceSuperior EDM  
machining solutions
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Located in the Basque Country, at the heart
of the Spanish machine tool industry, ONA is
the world’s oldest EDM machine
manufacturer and a pioneer in the
development of EDM technologies. Here,
its prestigious facilities house a team of
experts with the talent and knowledge to
provide tailored solutions that adapt to
specific industry needs. Its complete
product range is supported in the UK by
Warwick Machine Tools.

Comprising main offices and R&D of
15,000 sq ft, a 110,000 sq ft production
area and technical application support of
20, 000 sq ft, ONA’s modern
high-performance facilities provide a
complete service to the most demanding
manufacturing sectors. One of the most
technically challenging is, of course, the
aerospace sector; with aero engine
manufacturers pushing the performance
boundaries the hardest.

Today, most modern passenger and
military aircraft are powered by gas turbine
(jet) engines and similar, but static, turbines
are also used to obtain large scale electrical
energy production. There are several
different types of gas turbine engines, but
all of them have some common
components.

The EDM process plays an important role
in the process of manufacturing some of
these parts, including turbine vanes, turbine
blades, impellers and so on. Jet engines are
gas turbines optimised to produce thrust
from the exhaust gases. Those that generate
thrust with the addition of a ducted fan are
often called turbofans.

Industrial gas turbines differ from
aeronautical designs in that the frames,
bearings, and blades are of heavier
construction. They are also much more
closely integrated with the devices they
power; electric generator and the secondary
energy equipment that is used to recover
residual energy.

A turbine is made up of several blade and
nozzle guide vane (NGV) stages. Each of the
NGV stages comprises between 18 and 38
segments that are joined to form rings. The
seal slots of these joints are produced by
EDM and ONA has developed technologies
specifically suited for the production of
these seal slots in NGV segments, including
twin-headed machines, special tool
changers, and process optimisation settings. 

Some types of turbine vanes also have
cylindrical and shaped cooling air holes,
running from the inner to the outer edge of
the shroud or from the trailing edge to the
core, produced by EDM. Honeycomb seals
usually manufactured from Hastelloy and
Inconel nickel alloys are also produced using
the EDM process.

The development of blisks, blades
integrated on disc, has been an area of rapid
change for the aero engine sector, as one
blisk can substitute up to 120 different
pieces in one turbine. ONA’s NX range

EDM solutions for aerospace and
power generation
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fitted with a single axis rotary table provide
the ideal solution. The machining each blade
cavity requires three electrodes with
different shapes. Turbine impellers are some
of the most complex parts of the turbines to
be manufactured. The first stage in the
manufacturing process is often achieved by
milling. EDM is then used at the final stage
to obtain a homogenous final surface finish.
Heat resistant super alloys (HRSA) such as
high nickel alloys, titanium, duplex stainless
steel, Inconel, Hastelloy, Nimonic and cobalt
alloys are used for impellers, they are
extremely hard and are very difficult to
machine.

Although blades are cast to near net
shape any extra material left on them during
the casting process must be removed
efficiently while maintaining an acceptable
surface finish and minimum recast layer.
ONA NX machines fitted with 400 Amp
power supplies can perform this task 30
percent faster than the best time achieved
by any other EDM supplier. Additionally, the
ONA patented long-life filter ensures a
significant reduction of operating costs.

To meet the challenges of the guide rings
for steam turbines ONA has developed its
new ONA RX Series. Designed to machine

large cylindrical pieces, such as impulse
wheel turbines, the RX machines combine
two machines into one. With two NX
machines facing each other sharing a
common work tank it can access every point
of the ring.

Location housing for the vanes and blades
that are placed inside turbine rings is
achieved using wire EDM. ONA has
developed a family of wire EDM machines
especially designed to machine large
cylindrical pieces such as vane and blade
rings in a vertical orientation. The inner
diameters of the turbine rings can range
from 300 up to 2,000 mm.

Turbine blade rotors are also produced
from HRSA and the geometric forms at their
bases are generated by the wire EDM
process. Seal rings, or shrouds, also rely on
the wire EDM process. Turbine seal rings are
cut in segments to aid handling and
assembly. Cutting with wire EDM is slower
than sawing, but unlike sawing the edge
produced by wire EDM cutting is clean and
burr free, avoiding secondary operations. In
collaboration with its customers, ONA has
developed a special machine to perform this
operation in an automated and efficient
process.

Due to the high costs and low flexibility of
broaching operations, wire EDM is being
used as an alternative method to produce
the fir tree shaped slots of the turbine blade
holder. Roughing is done using wire EDM
and finishing can be achieved either by
broaching or by a finish pass with the wire.
ONA has successfully met all the process
and performance goals set by its customers.
These include keeping the recast layer
below 3 micron, and a fast roughing strategy
of 12 minutes per slot.  

Warwick Machine Tools (WMT) is a
full-service machine tool supplier. From its
5,000 sq ft showroom near Kenilworth, the
company provides pre- and post-sales
support for its principals ONA EDM and
Excetek Technologies. As part of the
company’s post-sales activities it offers
extensive training programmes and
front-line spares.

Warwick Machine Tools
Tel: 01676 534534
Email: sales@warwickmachinetools.co.uk
www.warwickmachinetools.co.uk

Machining components for the aerospace
sector poses some of the most demanding
engineering challenges tackled by
companies today, not only in terms of the
high accuracy and tight tolerances that must
be achieved but also due to the specification
of increasingly exotic and difficult-to-work
materials. 

Birmingham-based specialist
subcontractor GB Precision has positioned
itself to take on exactly this type of work,
through its investment in the most advanced
CNC equipment and its many years
dedicated to solving the most intricate
engineering problems. 

One recent challenging aerospace task
was for a mere two components, which
together would have fitted inside a 100 mm
cube.  

Machined in titanium, the first component
incorporated two slots and the second
component incorporated three slots. One of
GB Precision’s EDM machines could
certainly accomplish that, even though

these components were only 30 mm
diameter and 10 mm thick and the finished
slots were specified to be 0.6 mm wide. That
meant that the EDM start holes had to be
0.5 mm diameter, which called the
capabilities of the company’s Mori Seiki
NL 1500 CNC lathe into play.   

Director Paul Turner explains: “In this
instance it was the combination of
technologies available on our shopfloor that
made the difference, turning an impossible
task into one that was just pretty
challenging. One of the key benefits I
believe we provide to our customers is our
ability to develop creative solutions by
bringing different technologies to bear on a
single task.’’

GB Precision was established in
Birmingham in 1968. It’s current factory of
8,000 sq ft has been significantly extended
to accommodate new equipment and to
cope with increased demand.

The company invests in the latest, high
quality machining technology in order to

offer customers a comprehensive range of
precision engineering services, engineering
complex geometries to tight tolerances
through multiple machining steps all
in-house. 

It offers a truly customer-focused service,
from initial friendly and unbiased advice,
through to more detailed outline
discussions to understand the precise
requirements of each job. 

GB Precision
Tel: 0121 766 7008 
Email: info@gbprecision.co.uk 
www.gbprecision.co.uk

GB Precision rises to sub-millimetre titanium
aerospace challenges
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From its Bristol factory, Mil-Tu-Fit
Engineering has been manufacturing
precision components for the electronics, oil
and gas, defence, construction and medical
industries for over 40 years. As well as
machining facilities, the company can also
offer laser cutting, surface treatment and
welding, enabling it to supply complete
high-quality assemblies to its customers.
Paul Beattie, production manager at
Mil-Tu-Fit, explains: “Some of our existing
machinery was reaching the end of its useful
life and we needed to replace it and at the
same time upgrade our manufacturing
capabilities.” 

The company’s machined products are
generally under 125 mm diameter with low
batch quantities from just one or two parts
up to around 100 and the most commonly
machined materials are 303 grade stainless
steel and plastics.

Mil-Tu-Fit evaluated a range of machines.
The main criteria were 4th axis and driven
tools, the spindle diameter, the number of
tool stations in the turret, accuracy and ease
of programming. 

Paul Beattie says: “Simplicity of
programming on the machine was a major
consideration as, with small quantities, we
needed to be able to complete this task
quickly and also be sure it was right first
time. I am familiar with the Siemens control
on the DMG MORI CLX 450 and had
absolute confidence in the system.
Programming the Y-axis and the driven tools
can be done easily and the verification and
graphics check ensure a reliable milling and
turning toolpath.”

The CLX 450 is fitted with a bar feeder and
can feed 80 mm diameter through the
spindle, giving Mil-Tu-Fit the opportunity to
bid for larger work at a competitive cost. 

Paul Beattie says: “Previously, we would
often have to carry out turning and milling
operation on multiple machines. We can
now combine the operations on the CLX
450, with many parts coming off the
machine completed in one hit. As well as
manufacturing parts around 20 percent
quicker, we save on handling, we only have
to set one machine, and fixtures for different
operations have been largely eliminated.” 

As well as these savings, the company also

reports that the parts are more accurate
with better concentricity and parallelism and
that tool life has improved.

Paul Beattie says: “What appealed to us
was the large 80 mm bar feed, which means
that parts which were previously billet work
can now be bar fed. In addition, the
operating system is user friendly, the
machine has a small footprint and the
reliability of the machine is very good.
Overall, the price of the machine was very
attractive, availability was within three
months and the blue-chip companies
investing in DMG MORI convinced us we
were making the right decision.”

Since the company installed the CLX 450
it has seen an increase in its order books
from existing customers. It has been winning
more of the work it is bidding for and,
because of the machine, it has increased
capacity enabling it to keep to short delivery
schedules. Paul Beattie says: “It is a good
all-round machine and it has certainly lived
up to our expectations. We needed to
maintain our competitive lead and our
customers definitely appreciate our
investment in DMG MORI advanced

technology. We now have the capacity to
absorb the increasing workload we are
experiencing through winning more
business. It is a major step forward in our
manufacturing capabilities.”

By combining sales and service activities,
DMG MORI offers a broad product portfolio
and unique market presence. The
cooperation covers sales and all technical
services, such as customer services, training
courses and technical support. More than
7,400 employees are available to assist
customers in 164 national and international
sales and service centres in 76 countries.

DMG MORI brings together German and
Japanese tradition, precision and
technological leadership in machine tool
building. Behind DMG MORI is the
combined engineering mastery of 68 years
of Mori Seiki and 148 years of
GILDEMEISTER.

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

MIL-Tu-Fit wins more business with the
DMG MORI CLX 450
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PAB Coventry, which produces sheet metal
components, pressings and fabrications in
quantities from prototypes up to 10,000 per
year, has since early 2016 invested £1.5
million in new machine tools. They include a
Hurco vertical machining centre, another
hydraulic press, and a 4 kW flat-bed fibre
laser cutting machine, a 4 kW 5-axis laser
cutting machine and a 2-m press brake, all
from Prima Power. The company also
bought a second and third industrial unit in
Falkland Close, Canley, increasing floor area
by two-thirds.

Underpinning this expansion is strong
growth in sales to the automotive sector,
which accounts for 90 percent of turnover.
TS16949-accredited PAB specialises in
fabricating sub-frame pressings, bracketry
and grilles as well as assemblies such as
windscreen surrounds for Aston Martin,
Lotus and other top-end car manufacturers
as well as Triumph Motorcycles. 

The company, which operates 24/7 with
close to 100 employees, is moving strongly
into the rail industry and has recently used
its AS9100 quality accreditation, gained
through earlier military work, to win
contracts in the aerospace sector. 

Overall, turnover has doubled in the last
three years. It is partly due to an association
with Imperial College London spin-off firm,
Impression Technologies, whereby PAB was
the first company licensed to manufacture
using the patented HFQ (heat treatment
forming and in-die quench) technology. It is
a method for deep-drawing thinner and
hence lighter weight aluminium
components for the automotive industry.
Aston Martin is supporting the project by
designing components, particularly
A-pillars, for manufacture using the process.

In 2015 alone, PAB spent over £1 million
buying in press tools to produce its vast
range of components from aluminium, mild
steel and stainless steel, mainly up to 3 mm
thick. Around 700 line items are handled per
month in typical batch sizes of 300 to 350.
The expenditure on tooling was becoming
so high that Mark Brazier,
second-generation director at the
family-owned pressings subcontractor,
decided to bring some of the manufacture
in-house.

Mark Brazier says: “We already had a
smaller Hurco machining centre and one of
their CNC lathes which we bought about six
years ago to help fulfil a defence contract
involving manufacturing blast seats for
military vehicles.

“Various metalcutting subcontractors
were letting us down, so my father asked
one of his friends in manufacturing which
machine tools he would recommend.

“He was unequivocal in his advice to
purchase Hurco machines, so they were
installed and have indeed proved reliable
over the years. We had no hesitation in
returning to the same supplier for a bigger
machining centre to address our toolmaking
needs.”

The 3-axis Hurco VMX60Ti, with its
40-taper, 10,000 rpm spindle and 1,524 x
660 x 610 mm work envelope, weighs nearly
nine tonnes. It machines PAB’s press tools
comfortably to accuracies within ± 0.015
mm. During 2016, it produced 20 percent of
the subcontractor’s tools, helping to
manufacture more than one million
components shipped that year. In the first

half of 2017, the proportion of tools made in
the Coventry facility rose to around 35
percent and Mark Brazier predicts that it will
eventually increase to more than half. 

Additional duties of the latest machine are
the manufacture of inspection fixtures and
composite tryout tools, and the production
of smaller components.

As far as programming is concerned, the
complex surface profiles of most press tools
require off-line preparation and
downloading of machining cycles, in PAB’s
case using a seat of OneCNC software.
However, for simpler jobs like milling of
inspection fixtures and tooling plates,
maximum advantage is taken of Hurco’s
WinMAX conversational programming
software resident in the proprietary
twin-screen control. The second screen
allows a graphic of the component to be
viewed and checked as it is programmed on
the shop floor.

The latest project, PHFHE, will for the first
time involve the company in plastic
component manufacture. In association with
the University of Nottingham, it is helping to
develop, optimise and manufacture
lightweight polymer micro-hollow fibre heat
exchangers that are half the weight of
traditional metal heat exchangers, and 50
per cent less expensive. PAB will also
develop the heat exchangers for electric
vehicles.

Hurco Europe Ltd
Tel: 01494 44222
Email: sales@hurco.co.uk
www.hurco.co.uk

Pressings subcontractor brings
toolmaking in-house
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Manufacture of braking systems for rail
vehicles is the specialism of Knorr-Bremse
Rail Systems UK. Its patented EP2002
distributed brake control is recognised as
the best in the world and is the de-facto
standard on all new trains for London
Underground as well as metros in Bangkok,
Dubai, Manila and throughout China.

Designed in the company’s engineering
and manufacturing facility in Melksham,
Wiltshire to a very high specification, which
includes 25 μm dimensional tolerances and a
mirror finish of 0.2 CLA in the valve bores,
the products comprise eight main prismatic
parts. They are machined in a production
facility in nearby Knorr-Bremse Corsham
from solid aluminium on six Heller
twin-pallet, horizontal-spindle machining
centres (HMCs). The latest was installed in
July 2017, fitted with a four-pallet pool.

Paul Ranford, improvements manager at
the Corsham facility, says: “Our EP2002
brake control system was introduced in
2004. Production grew steadily until the end
of 2015, not least because it became the
standard for railway vehicle bogies in China.
Our units have been installed on metro
systems in over 30 cities in China including
Shenyang in the north-east via Beijing down
to Shenzhen, near Hong Kong. 

“In 2016, demand increased further and
2017 will be another record year, with
15,000 units manufactured. The system’s
success is down to the way braking effort is
applied across the entire train to optimise
braking performance and allow for different
weights of the individual carriages and track
conditions. 

“However, the level of precision that goes
into manufacturing the valves is also a
strong selling point, as it translates into long
service life, efficient braking and energy

savings. For this reason, we need very
high-quality production equipment.”

Due to the higher manufacturing
throughput, the company had to rethink its
production strategies. It had already
foreseen an upturn and installed a second
stand-alone Heller HMC, an H2000, in 2015
to work alongside a flexible manufacturing
system (FMS) comprising three Heller
machines. The purchase of a sixth H2000
was brought forward and the decision was
taken to have it equipped with a four-pallet
pool to take maximum advantage of
minimally attended production overnight.

Coupled with this investment, between
July and September 2017 a lot of effort was
put into program optimisation to increase
output further, resulting in an average
reduction of 20 percent in machining cycle
times. It has been achieved by speeding
traverse rates to minimise idle times within
cycles, increasing feeds and speeds during
cutting using new grades of carbide insert
tooling, and introducing special cutters like
form tools and diamond-coated reamers,
principally from Mapal.

Additionally, maximum flexibility is
provided by having the potential to equip
every Heller HMC to manufacture all eight
types of prismatic valve component that go
into the Smart, Rio and Gateway variants of
the EP2002. The pallet-pool cell, for
example, is tooled up to make six

component types. Two kit boxes of parts for
each EP2002 product are delivered line-side
to the Melksham factory, where they are
assembled.

Paul Ranford explains: “Knorr-Bremse Rail
Systems UK inherited four of the Heller’s,
including those in the FMS, when we took
over the subcontractor in Corsham that was
previously manufacturing the parts for us on
this site.

“When we purchased our additional
stand-alone machine in 2015, we considered
a couple of other potential suppliers of
HMCs used in Knorr-Bremse Group’s
Budapest manufacturing facility.

“However, we saw no reason to change,
as Heller’s UK headquarters is only two
hours away from us in Redditch. They also
have a manufacturing operation there, so
the technical expertise and service
capability available in this country are more
in-depth than would otherwise be the case.”

Both the stand-alone machine and the
recent pallet-pool cell, which were passed
off at Redditch and again after installation in
Corsham, were running 24/7 within three
weeks of delivery, according to Paul
Ranford, who added that the Heller team
has a true understanding of Knorr-Bremse
Rail Systems UK’s manufacturing operation. 

He regards the working relationship with
the supplier and the service back-up as first
rate. 

Heller Machine Tools Ltd
Tel: 0121 275 3339
Email: matthias.meyer@heller.biz
www.heller.biz

Two more Heller machining centres for
producing high precision valves
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Newmont Engineering is one of the UK’s
most respected leaders in gear cutting and
precision engineering. Established in 1955,
it continues to support UK manufacturing by
delivering engineering excellence,
supplying vital parts to the aerospace,
defence, medical and metrology sectors. 

Based in Isleworth, West London,
Newmont was founded by Charles Newson
and is still independently owed by the
Newson family. During the sixties its focus
was on manufacturing precision gears and in
the seventies, the company won a
prestigious contract to make a missile
stabilisation platform for Dassault Aviation.
Since then it has expanded its range to
include leadscrews for the medical industry
and crown splines for commercial aircraft,
including parts for the historic transatlantic
airliner, Concorde and the current Airbus
A380 and Boeing 787. 

Newmont began its journey with Haas
over 10 years ago with a TL-1 Toolroom
Lathe. The company followed this two years
later with a big-bore TL-25 twin spindle
lathe, purchased to tackle the heavy

machining operation required for aerospace
components. 

Rob Davies, managing director of
Newmont Engineering, says the decision to
invest in Haas was an easy one: “We did our
homework and then we sat with the guys in
the workshop and asked them which brand
they wanted. They were unanimously in
favour of Haas. The machines are light and
spacious inside and the large glass panels all
around mean you can see what’s going on
when you’re cutting, which is a good
advantage. The universal Haas control
means we can switch lathe operators to
VMC during holiday periods, and vice
versa.”

The last four years have seen Newmont
invest in three more Haas machines; an
ST-10Y lathe with Y-axis, and VF-1 and VF-2
vertical machining centres, both equipped
with 4th axis, through-spindle coolant and
wireless probing. 

Rob Davies says: “We bought the VF-1
based on our experience with the Haas
lathes and loved it. A year later we were in
the market again. We chose the VF-2
because, for a little more money, we could
get a much bigger table, meaning we can
add another vice without having to remove
the Haas 4th axis rotary.” 

Newmont is committed to precision
manufacturing in the UK, and actively
encourages young people to come into the
industry, via work experience and
apprenticeship schemes, as well as inviting
engineering students to its facility.

Haas Automation Ltd
Tel: 01603 760539
Email: cnc@haas.co.uk
www.haas.co.uk

Gearing up with Haas

Setting the standard for at-machine conversational
programming for one-off and small batch work the
ProtoTRAK SMX CNC system from XYZ Machine Tools adds
further productivity and simplicity for even the most complex
of parts through its optional DXF converter.

By importing CAD files in DXF or DWG formats via USB or
network, the ProtoTRAK operator can quickly simplify the
data by turning off layers such as borders and dimensions
before choosing their initial datum point. Once selected the
standard ProtoTRAK conversational programming language
is used to create the machining path. The added advantage is that
all points are taken from the CAD file so no dimensional mistakes
can be made via the operator inputting incorrect data. With the
addition of the DXF converter option complex components become
easy to programme and can be machined in a matter of minutes.

Once the program has been created, the operator can confirm
everything is OK by using the standard features of ProtoTRAK to
confirm the toolpath or, verify the part in 3D to show the machining
process in full on screen. A 3.5-minute video on the XYZ Machine
Tools website takes you through the entire process from uploading
the DXF file to pressing the cycle start button 

For those companies using 3D solid modelling software,
ProtoTRAK is also able to import Parasolid data (.X_T format), which
can then be viewed in 3D with the ability to zoom, rotate and pan
the drawing on screen to facilitate ease of programming. Using the
ProtoTRAK’s Inquiry function, the operator can interrogate the

Parasolid file to identify the key data required to ensure the correct
tooling is used and to minimise cycle time. 

Nigel Atherton, managing director XYZ Machine Tools, says:
“The functionality and power of the ProtoTRAK CNC control
system, puts it head and shoulders above other systems aimed at
one-off and low- to medium-volume production. The option of the
DXF converter and Parasolid model data takes the efficiency of
ProtoTRAK to the next level.” 

A selection of videos including the DXF converter is available at
www.xyzmachinetools.com/videos/

XYZ Machine Tools
Tel: 01823 674200
Email: nigel.atherton@xyzmachinetools.com
www.xyzmachinetools.com

Complex made easy with ProtoTRAK
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It’s finally happened. You’ve invested in a
state-of-the-art, wire-cut EDM machine that
will revolutionise the way you and your
company work. You also have the potential
to increase your productivity, expand the
scope of your operations and improve the
quality of your manufactured components.
Your customers are thrilled that you are
investing in the future.

Why, then, is Phil still standing by the
machine, loading and unloading the parts as
they move from one process to another? It
may seem strange to imagine the latest in
automated manufacturing technology
working alongside a manual machine
tending process that has been used for
decades, yet it’s one that we’re still seeing
on factory floors up and down the country.

The statistics speak for themselves.
According to a report released by IFR World
Robotics Statistics in 2015, the UK has only
71 robots per 10,000 manufacturing
employees. Compare this to South Korea,
where there are 500 robots to every 10,000
employees, Germany and Japan, where
there are 300; and Sweden and Denmark,
where there are 200, and you begin to build

an idea of just how far behind the UK is in
terms of automation and robotics.

In many cases, it’s only when directors are
gathered around the table to discuss how
efficiency could be improved, not to
mention how Phil’s time could be put to
better use, that the words “robot” and
“automation” begin to make an
appearance. In fact, whether you want to
retrofit a robot to existing production lines,
or build them in from the start, automating
manual, repetitive processes such as
machine tending comes with a host of
benefits to productivity, efficiency
profitability and competitiveness in the long
term.

Here are seven reasons why
manufacturers should consider upgrading
their high-volume, low cycle production
processes to the latest in automation and
robotics:

Robots are highly repeatable
Robots don’t get tired. They aren’t affected
by low energy or distractions and they don’t
make mistakes. Once a robot has been
programmed to carry out a task, whether

that’s moving a part from one machine to
another or loading a magazine for
uninterrupted machining, the robot will
perform that task without hesitation or
deviation. As a result, parts or components
are of a highly consistent quality, reducing
the loss or wastage of key materials due to
machine errors or incongruity.
Robots will run for as long as needed,
whether manned or unmanned
In an international market, manufacturers
need to ensure that production continues,
even after the last employee has left the
building. Robots don’t need sleep, and
require little intervention or supervision
once programmed. The reliability of
automated technology means that
manufacturers who choose to invest in
robots for machine tending will be able to
achieve lights-out, unmanned running for
increased output and higher productivity.

Seven reasons why you need to automate
your machine tending processes
When it comes to robots and automation in the workplace, the UK remains far behind many of
its global competitor nations. Many businesses still regard automation as a “nice-to-have”
that’s only meant for the biggest players in the market. FANUC UK’s Mark Schlanker argues
that automation is becoming a must-have for the future of all UK manufacturing, big or small,
and that machine tending might just be the best place to start
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Robots can work in environments that
humans cannot
Machining often involves working in
aggressive or dangerous environments,
where continuous exposure could lead to
health problems or injury for human
workers. Days lost to illness or injury can be
expensive for manufacturers, and cause
disruption to production and output.
Modern robots are capable of working in
even the harshest of environments,
including those where extreme
temperatures, dust or debris are common.
They are also flexible, strong and highly
durable, meaning that a robot can be
adapted to suit almost any machine tending
application required.

Robots free up human workers for
complex, rewarding and valuable tasks
Despite the developments currently being
made in artificial intelligence, a robot cannot
compare with the adaptability of the human
brain. Why then waste paid employees with
engineering experience on manual,
repetitive tasks that anybody could do? By
replacing workers with robots for machine
tending applications, manufacturers can
then retrain employees for any areas of the
business that are under-staffed, such as
maintenance, monitoring, programming or
repairs. For employees, this also means a
more varied and rewarding working day,
which increases job satisfaction and reduces
the rate of employee turnover.

Robots provide the perfect plug-and-play
solution
Most robots operate using a similar control
system, and the best ones will be easy to

use, with little programming experience
required. It is best practice, however, to
ensure that a cell largely includes the same
brand of machines. This will ensure that the
robots and machines will be able to
communicate effectively, with minimum
set-up required. In some cases, integration
of a robot as part of a cell could take as little
as two hours, making it the perfect
plug-and-play solution for machine tending
applications.

Robots are flexible and can work with
more than one part
Although robots cannot tend several
different machines at once, they can work
with a range of parts and components, if
programmed correctly. For example, an
automatic tool-change station will allow a
robot to change grippers to suit the size and
shape of the part being handled. Vision
capabilities also ensure that a robot can
recognise a part as it is fed-in, and alter its
position, gripper or function accordingly.

Robots can potentially achieve a return on
investment in less than two years
The slow uptake of robots by manufacturers
is often due to a hesitation over the
purchase cost. While robots may not
currently be cost-effective for low volume,
high cycle time production, they can achieve
a return on investment for high volume, low
cycle time processes. In some cases, this can
be achieved in as little as two years. This is
largely due to the increased productivity,
capacity, efficiency and unmanned
capability that a robot can provide for a
manufacturing process, but it is also
representative of the expansion capabilities

that automation can present to UK
manufacturers who, thanks to a higher level
of reliable, consistent output, are able to
compete at an international level to a wider
range of customers and sectors.

UK manufacturing can only compete on
an international level if it recognises the
importance of integrating automation and
robotics as a part of its processes. Swapping
out workers for robots on manual, repetitive
tasks is a simple and effective place to start.
By taking this first step, manufacturers are
investing in the future productivity and
efficiency of UK manufacturing, as well as
the skills of the UK workforce. That is the
true value of automation.

Mark Schlanker is a regional sales
manager in the robotics division at FANUC
UK, where he has worked for more than four
years.

To find out more about retrofitting robots
for machine tending, visit:
www.fanuc.eu/uk/en/industrial-applicat
ions/machine-tending

At its newly-opened 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 Ltd
Tel: 024 76 053000
Email: info@fanuc.co.uk
www.fanuc.eu/uk
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As a Universal Robot Preferred Distributor,
RARUK Automation provides customers
with not only a higher level of technical
support but also priority access to Universal
Robot resources such as applications
expertise. At Advanced Engineering 2017
visitors, were able to take advantage of this
know-how and learn how Universal Robots
are the ideal basis for cost-effective
production solutions that enable humans
and robots to work collaboratively.

There are now three flexible and
lightweight 6-axis robot arms in the
Universal Robot range from RARUK
Automation. Each can be used for a wide
range of applications and are categorised
according to their payload limits. The
models also have reach, weight and
footprint differences.

The smallest and most recent addition is
the table top UR3. This is an extremely
compact and virtually noiseless machine
with a footprint of just 118 mm.  It weighs
only 11 kg but has a payload of 3 kg and, in
common with other Universal Robots, it has
±360 degree rotation on all wrist joints and
infinite rotation on the end joint.

Additional features include: a patented
safety system with 15 adjustable safety
functions; a wide range of I/O ports;
standard communication protocols for easy
integration and programming via a 12”
touch screen. 

Complementing these versatile robots is
Universal Robots+, an online showroom
available via RARUK Automation that
‘houses’ cutting-edge products to
customise the Universal Robot for specific
applications.  From end-effectors and
accessories to vision cameras and software,
it’s a one stop shop for products that are
tested and approved.  The result is fast,
smooth, low-risk integration.   

One of the most recent additions to this
range of accessories is YouRing, a smart

programmable collar that gives visual and
audible information on robot status.
Wireless connectivity and the URCaps
plug-in that is supplied with the YouRing
makes this neat and clever device easy to
install; URCaps is the accessory platform
that enables full integration into Polyscope,
the UR GUI for robot programming and
operation.YouRing can then be freely
programmed to meet the needs of the
application and operator.

Visitors to Advanced Engineering will also
have the opportunity to see the MiR200
robot. This mobile robot will interest
manufacturers actively looking at the most
cost-effective ways of automating their
production. Its extraordinary flexibility and
smart technology can be used in virtually any
situation where employees are spending
time pushing carts or making deliveries.  It
removes the tedium, allowing staff to focus
on higher value activities. The MiR200 robot
autonomously transports a load of up to
200kg and can be customised with top
modules such as bins, racks, lifts, conveyors
or even a Universal Robot. Top modules are
easy and quick to change so the MiR200 can

be redeployed for
different tasks.  With
built-in sensors and
cameras and sophisticated
software, the MiR200 can
identify its surroundings
and avoid all obstacles;
there is no need for
expensive and inflexible
wires or sensors to control
navigation.

Since 2011, R. A. Rodriguez has been
steadily adding automation products to its
portfolio and what a success story it has
been. Sales have increased year on year as
UK manufacturers seek to enhance their
global competitiveness through
automation. Indeed, consistent growth has
now prompted the Letchworth-based
company to strategically separate this
division of its company.

As a result of this decision, all automation
sales are now the responsibility of the newly
formed RARUK Automation Ltd, a company
dedicated to developing a group of
automation products with a unique edge.

“The creation of a separate organisation
allows us to tool up for the growing
demands of automation in the UK, whilst not
losing sight of our traditional strengths as a
supplier of the highest quality transmission
components,” explains Peter Williamson,
MD of both R. A. Rodriguez (UK) Ltd and
RARUK Automation Ltd. “The move allows
us to optimise the growth of both strands of
our business.

“With the new corporate structure, we
can now better address the respective
needs of our design and production
engineering customers. It gives us the
freedom to develop a framework that best
supports both markets.”

RARUK Automation Ltd
Tel: 01462 670044
info@raruk.com
www.raruk.com

Automation versatility
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SCHUNK, the competence leader for clamping technology and gripping systems,
has developed its modularly designed SCHUNK ECM controller for electrically
driven gripping and rotary modules. With an input voltage of 24 V or 48 V and
equipped with robust M12 standard plug connectors, it can be connected quickly
and easily. 

Control can be provided via PROFINET, Profibus (up to 12 Mbit/s) or CAN (up to
1 Mbit/s). The SCHUNK ECM has a USB interface for commissioning and gripper
parameterization via PC with the SCHUNK Motion Tool as well as for firmware
updates. Alternatively, it can be put into operation in seconds without connecting a
programming device. A USB stick can be parameterised for this purpose and
addressing is done manually via an easily configurable rotary encoding switch. Initial
module movements can be realised manually via a DIP switch. 

The SCHUNK ECM is also equipped with an LED and 7-segment display for status
display and error analysis. It also comes with four optional digital inputs and outputs.
It is suitable for evaluating resolvers, encoders with an index, differential encoders
and absolute-value transducers (SSI, EnDat). In particular, this enables the control of
SCHUNK EGN, EZN and EVG grippers as well as the SCHUNK ERS rotary module.
This can be used to freely program the stroke, speed, motor current or angular
velocity and angular position. In addition, it is possible to pre-position the gripper
fingers in order to shorten the cycle time.

SCHUNK Intec Ltd
Tel: 01908 611127
Email: info@gb.schunk.com
www.gb.schunk.com 

Controller for 24V/48V modules

At the recent EMO exhibition, Dutch
automation manufacturer Cellro launched a
cutting edge new module: Fixture
Exchange. A robot equipped with this
module can now automatically change and
store milling machine vices. This is a
game-changer for machining companies
that produce workpieces in varying shapes
and sizes. Now, they can combine different
series into one single production cycle,
without the assistance of an operator. This
cuts back significantly on time and costs.

The Fixture Exchange isn’t the first
module launched by Cellro. The company
holds a deeply rooted tradition in modular
automation for the machining industry. Its
robotic cells are engineered to be easily
adjustable with hardware and software
modules at any time. This high degree of
flexibility allows companies to profit from
automation for many years, regardless of
changes in their future needs.

The Fixture Exchange has been
developed specifically to increase the
versatility of Cellro’s well-received Xcelerate
automation system. Xcelerate is Cellro’s

most accessible solution, resulting from its
compact size, wide storage and all-round
functional flexibility.

The Fixture Exchange extends Xcelerate’s
flexibility even further. Where milling
machines traditionally required the operator
to manually change machine vices, this task
can now be completely automated by the
Xcelerate robot. Profitable automation is
becoming viable for increasingly more
machining companies, even ones that focus
on small and varying series.

At the Cellro booth at EMO, visitors were
able to see the Fixture Exchange fully
operational. The module was integrated
into an Xcelerate X20 system. In addition,

Cellro brought along an additional
Xcelerate X10 to demonstrate the system’s
all-round flexibility for automating variable
products with milling machines and lathes.

Cellro was created in 2004 in the
workshop of a metal processing company in
the middle of The Netherlands. Bram de
Koning, founder of Cellro, was and still is the
owner of this successful company in the
machining industry. Linear pallet handling
systems were used and a robot was installed
in the automotive branch in 2000. However,
Bram de Koning required a more flexible
and more clever process-controlled
automation solution. He also saw
opportunities to optimise the production
process in the company in an efficient way.
The Cellro concept was created as a
universal automation solution for
metal-shaping machines which was able to
automate every handling which occurred. 

CELLRO b.v
Tel: 0031 318 627100
Email: sales@cellro.com
www.cellro.com

Cellro premieres Fixture Exchange module at EMO

The SCHUNK ECM controller is equipped with standardised
plug connectors. It can be put into operation quickly and
easily

ES FEATURE AUTOMATION 34-39_ES CONTENTS 4-5  20/10/2017  11:24  Page 37



AUTOMATION

Engineering Subcontractor n NOVEMBER 2017 38

Liebherr is plugging a gap in the automation
system field with the new LP 100 gantry
portal, which is particularly suitable for
handling smaller and lighter components. Its
flexible design makes it dovetail well with
inline production concepts, where
workpieces have to cover larger distances. 

Downsizing is a growing trend in the
automotive sector. Engines are becoming
more efficient, and therefore smaller and
lighter. This new size of gantry robot LP 100
gives engine and gearbox manufacturers
many more options enabling them to find
their own optimum solutions. It is suitable
for use in the weight category including
cylinder heads and gearbox housings as well
as alternative drivetrain units, like electric or
hybrid engines, fuel cells or components of a
similar size. The option of configuring the
gantry to deliver ‘High-Speed’ or
‘High-Load’ performance is brand new. This
variability further increases the flexible use
of the LP 100.

Ideal for inline production 
The design of the gantry robot has been
adapted to meet the wide range of modern
production process requirements. 
“The new design enables our customers to
select a wider clearance between uprights,
for example”, explains Martin Winterstein,
director Global Business Development &
Sales Channels Automation Systems in

Kempten, Germany.  “Planners have thus
extra production-line design and installation
options.” 

Nowadays, the “inline concept”, featuring
long travel ways, dominates production
lines. Loading gantries handle
transportation of workpieces as well as
loading and unloading of machines.
Conveyor belt systems for the
transportation of workpieces are now only

required to a lesser extent. Furthermore, the
number of machines covered by a single
loading gantry is increasing in order to
increase production capacity at minimised
use of automation systems.

“Changes in the line design have
consequences for the automation system:
Workpieces must cover greater distances at
higher speeds” explains Martin Winterstein.
“The fact that machinery and machining
centres are constantly getting faster is also
putting pressure on cycle times. Of course,
we take these trends into account in the
development of the gantry and offer
solutions such as the high-speed versions.
This new specialism (high-load and
high-speed versions) is due to be applied to
existing gantry models over the course of
the next two years. Liebherr will therefore
be able to provide optimum-sized,
cost-effective automation solutions for all
industries with no limitations on functionality
and performance. 

Modularly controlling the automation
process with the LMS 4.0
Central tasks of automation software
include the acquisition of operating data,
production planning, parts tracking and an
information system. These modules are

Fast, powerful and flexible – the new LP
100 gantry portal 
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available with the new Liebherr
Manufacturing System 4.0 (LMS 4.0). They
can be added to a basic package forming
the foundation of all modules. This means
that every customer gets the right software
solution for its automation system. Simple
operation is the top priority: a new
graphically guided interface concentrates
functions in a user-friendly manner on the
host computer and, if required, allows full
control of production. Furthermore, there
are interfaces to the most common ERP
systems.

For the LMS 4.0 Part Tracking Application
module, the workpieces need clear
identification codes, such as bar codes or
matrix codes. Scanners must be installed at
every station to continuously register the
processing steps and the status of the parts.
The LMS 4.0 Production Scheduler can set
up production assignments statically or
dynamically according to the final deadline.
External assignments, for example from
SAP, can also be imported, which gives the
user flexibility when planning and managing
their assignments. 

The LMS 4.0 Production Monitoring
Application is used for data acquisition. It
gathers operating data and statuses of the

individual stations and their availability. In
addition, it also counts the workpieces and
displays error messages. If this module is
installed, users can also use the LMS 4.0 Info
Board module. This visualises the
production cell: production and operating
data can be called up on a large monitor,
taking current or historic data (including
target specifications) into account. For

example, the Info Board means that the user
always has an eye on whether the cells are
active and whether the target specifications
are being fulfilled.  

Liebherr-Verzahntechnik GmbH 
Tel: 0049 831 7863285
Email: thomas.weber@liebherr.com
www.liebherr.com 

An automated manufacturing cell was given
pride of place at Mills CNC’s Open House in
October.

Mills CNC, the exclusive distributor of
Doosan machine tools in the UK and Ireland,
showcased the advanced automated
flexible manufacturing cell at its ‘Strokes of
Genius…LIVE’ Open House that took place
at the company’s Technology Campus
facility last month.

The cell, comprising a new Doosan DNM
5700 vertical machining centre and a
ROBOJOB (Mill-Assist) automated
workpiece load/unload system, supplied by
Hydrafeed, the UK agent for ROBOJOB
automated solutions, demonstrated the
significant productivity gains component
manufacturers can expect to achieve from
automating their machining processes and
embracing unmanned production.

Mills CNC’s technical director, Tony Dale
says: “Our Open House provided the ideal
platform for component manufacturers to
see the latest advanced technologies now
available from Mills.

“There were 18 Doosan machines being
exhibited at the event, and one of these, a
new DNM 5700 vertical machining centre,
was interfaced with a compact,
high-productivity ROBOJOB automation
system.”

The ROBOJOB system exhibited at the
Open House is particularly relevant to
component manufacturers involved in
small-to-medium size batch production. 

The system’s compact footprint, inherent

versatility and easy setup and operation
were a real ‘eye-opener’ to those
component manufacturers who are under
the false impression that automation can be
costly, complicated and, as a consequence,
not for them.

Tony Dale continues:“Automation, such
as that offered by the ROBOJOB system,
enables manufacturers to become much
more flexible and, for a relatively modest
outlay, get more from their machine tools by
allowing them to run unattended during the
day and overnight.”

The machining demonstration at the
Open House showed the ROBOJOB
Mill-Assist solution, comprising an industrial
robot with an exchangeable clamp gripper,
a workpiece plate and racking system and a
user interface control, in action.

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

ROBOJOB - just the job for manufacturers
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Machining Intelligently

ISCAR HIGH Q LINES
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