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Scottish Water has cut the risk of pump set failure 

at its Mannofield water treatment works in Aberdeen 

with the installation of an ABB motor and low 

harmonic variable-speed drive (VSD).

The 560 kW matched AC motor and drive replace 

a soft start and 30-year-old motor on a pump set 

at the treatment works, solving recurring failures 

caused by overheating bearings and thus reducing 

maintenance costs. 

The pump set is one of three at the Mannofield 

site, which are used in a rotating duty, assist and 

standby configuration. The pump sets are critical 

to the treatment works. If they fail, water supply to 

Aberdeen would be cut off.
  

The original panel for the pump set had an ABB 

variable-speed drive and another manufacturer’s 

motor. The motor was tripping out on overload, 

over-current and under-current. Tests showed that 

the problems with the motor were caused by its age. 

It was 30 years old and the bearings were heating 

up and failing.  

To solve these problems, Gordon Christie, managing 

director of Aird Walker & Ralston, Scottish Water’s 

electrical consultants, approached ABB authorised 

value provider, Quantum Controls, and requested 

Pump Reliability Improved With Variable-Speed 
Drive And Motor Upgrade

ABB variable-speed drive and motor solve recurring pump failure, 

improving reliability and cutting maintenance costs.

ABB has launched a Lunch ‘n’ Learn training 

session designed to offer a short introduction to 

harmonics and their effects. 

The training is one of many services offered 

as part of ABB’s 20+20 vision for improving 

customer outcomes in the water industry.

Under Ofwat’s latest Asset Management Plan, 

AMP6, water companies are being encouraged 

to re-focus attention away from the traditional 

area of spending less on capital and towards 

a total expenditure, or TOTEX, approach. This 

places more emphasis on controlling operational 

and maintenance costs.

Ideal for people with a basic knowledge of 

electrical installations, the sessions last no 

longer than 45 minutes and can be held at 

customer premises or at an ABB facility.

The session covers the causes and effects of 

harmonic distortion, as well as how to avoid or 

mitigate them.

Four topics are covered:

• The fundamentals of harmonics

• Mitigation techniques

• Dealing with a mixture of single and three-

phase harmonics

• The latest G5/4-1 recommendations and how 

they affect harmonic management

Lunch ‘n’ Learn Training Session 
Puts Harmonics On The Menu

Lunchtime training session gives water industry staff the essentials on 
harmonics and how to deal with them.

Companies interested in booking a course for 

their staff should email energy@gb.abb.co.uk, 

call 07000 DRIVES (that’s 07000 374837), or 

visit ABB’s dedicated harmonics website: 

http://new.abb.com/uk/campaigns/water-

totex/water-harmonics

For more information, contact:

Layla Hewitt

Tel: 01925 741111

layla.hewitt@gb.abb.com

www.abb.co.uk/energy

ABB Limited, Daresbury Park, Daresbury,

Warrington, WA4 4BT

an upgrade to an ABB variable-speed drive and 

matched motor.

Quantum supplied a low harmonic drive to avoid 

introducing harmonics into the electrical network 

system as the preferred alternative to fitting separate 

harmonic filters.

The project has been a great success for the 

treatment works. Since the new motor and drive 

were installed the pump has worked smoothly with 

no interruptions.
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The Briefing will be 

held at the Brewery, in 

London, on Friday 11th 

November 2016. The 

main sponsor is Trend.
 

Julia Evans, Chief 

Executive, BSRIA said: 

“Wellbeing touches 

everybody’s life on a 

daily basis. It leads to 

a healthier workforce, which in turn leads to a more 

productive workforce. This naturally means a higher 

profit margin for industry and business.

 

As such, we urge you to come and hear industry 

experts on this crucial topic. It will be discussed in 

detail with our exciting line up of speakers looking 

at the ideas and concepts both new and currently 

being used in our industry and also what we can 

learn from other industries to enable people to 

be comfortable and productive in their day to day 

endeavours.

 

Good indoor environment and the potential issues 

to health about poor environment cannot be 

underestimated.”

 

The guest speaker, the Rt Hon Lord (Paddy) 

Ashdown GCMG CH KBE PC, will take to stage 

after the lunch to give a topical speech. He will 

also take questions from the floor. One of the most 

engaging politicians of all time – guests will have an 

hour of his time – so book on to take advantage of 

this.

 

The Briefing takes the form of a morning briefing 

followed by a luncheon with a guest speaker. It is 

well-established in the industry calendar drawing 

a wide range of attendees from all sectors, 

commencing at 9.00 am. 

Other speakers include:  Professor Paul Cullinan, 

Honorary Consultant in Respiratory Medicine, 

Royal Brompton Hospital, London; Nicola Gillen, 

European Practice Lead for Strategy Plus, AECOM; 

Professor Stephen Holgate, MRC Professor 

of Immunopharmacology at the University of 

Southampton; Ben Roberts, Senior Mechanical 

Engineer, Hoare Lea & Partners; Matthew Webster, 

Head of Wellbeing and Futureproofing, British Land 

and Roderic Bunn, Building Performance Analyst, 

BSRIA. The Chair is Sarah Ratcliffe, Progamme 

Director, Better Buildings Partnership.

BSRIA 2016 Briefing - hear how wellbeing can boost profits
At BSRIA’s flagship event: the annual Briefing and Luncheon, one of the industry’s current 

hottest topics, performance and wellbeing beyond compliance – and how it can boost 

profit margins – will be highlighted.

The lunch is at 13:00: the event will close at 

15.30. More detailed information on the event 

is available at: www.bsria.co.uk 

For sponsorship details or to discuss booking 

your company table:

e-mail:  tracey.tilbry@bsria.co.uk 

or phone 01344 465 512.

Venue: The Brewery, 52 Chiswell Street, 

London, EC1Y 4SD.

By using a professional safety sign printer and 

software, companies can design, print and 

implement new signs a lot faster in order to support 

their Go for zero programme and avoid workplace 

accidents.

Reduce workplace accidents 

According to Eurostat, 2.5 million non-fatal 

(minimum 4 days absence) and 3515 fatal workplace 

accidents still occured in the European Union and 

United Kingdom in 2012. The numbers show there 

is room to increase workplace safety, reduce the 

number of accidents and reduce their associated 

costs. Ask yourself what if a simple sign could 

prevent a co-worker from losing a finger, or even just 

reduce the severity of an accident because it urged 

to use the right protective equipment?

Use safety signs

Prohibition, mandatory, warning, first aid and 

evacuation or fire signs are instrumental in any Go 

for zero programme that aims to reduce workplace 

accidents to an absolute minimum. The major 

advantage of safety signs is that they can easily 

communicate important information where it is 

needed most to avoid accidents. Examples include 

safe work procedures right next to a machine, the 

contents of pipes on the pipe itself, or warning signs 

at the entrance of a dangerous area.

On-site printing power

Brady´s range of printers and safety software 

enables users to create durable standard and 

customised signs in a great number of shapes, 

colours and sizes. When safety risks emerge in the 

workplace, simply walk up to the printer and create 

signs to communicate the necessary precautions 

to co-workers. An on-site printer is a great tool to 

support any Go for zero programme.

Go For Zero With On-Site Safety Sign Printing
Whenever a risk emerges in the workplace, it often takes a long time 

to order and wait for new safety signs that can warn co-workers about 

danger and instruct them on how to avoid an accident.

Email emea_request@bradycorp.com 

to receive the Safety and Facility Printer 

brochure.
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A Kent-based leisure centre operated on behalf 

of Ashford Borough Council is achieving up to 20 

percent energy savings following the installation of 

ABB variable-speed drives (VSDs).

The air handling unit (AHU) at Tenterden Leisure 

Centre, operated by Tenterden Leisure Trust, has 

been retro-fitted with two ABB HVAC drives and 

low voltage motors, one each on the air inlet and 

exhaust fan, together with three ABB industrial 

drives for the swimming pool recirculation pumps.

The project originated when ABB authorised value 

provider, MKE, was installing some electrical panels 

on the site. “We saw that the motors for the AHU 

were direct-on-line,” says MKE’s Steve Bootes, “and 

we thought we could install a VSD-based system 

that would save energy.”

The AHU’s two-speed motors were operating at 

either 22 kW or 4 kW controlled via relative humidity 

and temperature requirements through a BMS 

system.  The motors had to start and stop on 

different speeds many times during opening hours.

Craig King, Site Manager for Tenterden Leisure Trust, 

says, “Following the loss of a motor on the AHU, we 

decided to replace both motors and use VSDs to 

drive them.” Funding for the project was provided 

jointly by Tenterden Leisure Trust and Ashford 

Borough Council.  

MKE replaced the motors with two ABB standard 

induction motors, each driven by a 22 kW ABB 

HVAC drive. “Now, the motors are no longer ‘stop 

and go’,” says King. “The VSDs tell the motors to 

start, running them at 40 Hz for the high speed 

during the day and 20-15 Hz for the low speed at 

night.”

Part of the AHU refurbishment is the replacement 

of a number of mechanical components in the 

drive train, including four taper lock bushes on the 

bearings, four pulleys and six tension belts. 

MKE also installed three 12 kW ABB drives on 

the pool pump system, removing the old star/

delta starting contactors and supplying new power 

cables. The VSDs are protected to IP54 as they 

are sited in a dusty area and are also subject to a 

high moisture environment. “We have three pool 

pumps and previously ran two of them on duty, 

one off. With the new VSDs, we can run all three at 

a reduced speed saving a quarter of the electrical 

consumption,” says King.  

Ashford Borough Council also funded the 

replacement of a basic water flow-speed meter with 

a digital unit in order that the pool turnover rates 

would not be affected and could be accurately 

measured when reducing the pump speed.

King adds: “Running the pool is now simpler. When 

running the backwash program it is easier to slow 

down rather that switch pumps on and off - with a 

head of water, stopping and starting pumps is not 

ideal.

“As well as saving energy, it avoids an impeller sitting 

idle in chlorinated water for extensive periods, which 

can cause corrosion.”

MKE estimated an 18 months payback but 

Tenterden Leisure Trust has achieved that in just 

over a year since the drives were installed.

Leisure centre cuts air handling and pool energy 
costs by 20% with ABB drives

Successful retrofit delivers energy savings and helps simplify 
swimming pool operation.

For more information, contact:

Layla Hewitt

Tel: 01925 741111

layla.hewitt@gb.abb.com

www.abb.co.uk/energy

ABB Limited, Daresbury Park, Daresbury,

Warrington, WA4 4BT
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For more information on Croft Filters and 

Dixon rings, visit www.filters.co.uk or 

contact sales@filters.co.uk.

Random packing simply means that the materials 

used in distillation columns are placed loosely, rather 

than in stacked trays or plates. The random packing 

method has the advantage of a lower pressure drop 

across the column which can be beneficial while 

operating under vacuum. 

Originally, glass spheres were used  as random 

packing media as early as 1820,  however, by 

1850, they were replaced by more porous pumice 

stones and pieces of coke. In the early 20th century, 

Friedrich Raschig realised packing medium could 

be designed to have an internal surface and which 

would aid the mass transfer of the distillation 

process and increase effeciency. This is how the 

Raschig ring came into being. The simple column 

design proved to be much more effective than the 

spheres that were previously used. 

The popularity of this design meant that several 

more versions were created with modifications made 

to suit different types of packing, like the Pall ring. 

It has an open basket style structure of thin bars 

rather then solid wall, which increases the number 

of edges to disrupt the flow further and reduces the 

volume the medium takes up.

In 1946, Dr Olaf Dixon developed a new product to 

increase the efficiency of column distillation. Dixon 

used stainless steel mesh to create the product, 

basing them on the design of Lessing rings. By 

using mesh instead of solid metal, the rings have 

an extremely low pressure drop and HEPT (Height 

Equivalent to a Theoretical Plate) while keeping mass 

transfer high, thanks to a large surface area.

Initially, Dixon would make each ring individually with 

a split pin, which proved extremely time consuming 

when considering most applications require 

A distilled history of the Dixon Ring
In chemical processing operations, Dixon rings are components that help cut 

costs for a number of industries by increasing the efficiency of random packing 

for distillation columns. Neil Burns, director of Croft Filters discusses their 

history and applications

hundreds, if not thousands of rings to be packed. In 

the early years, this meant that competitor products, 

like the Raschig ring, were originally more popular 

than the first Dixon rings. 

In 2003, Croft Filters began automating the Dixon 

ring production process, mass-producing rings at 

a rate of one ring per second per machine. The 

company is able to produce the rings in a range of 

diameters, making them more widely available to a 

number of new industries. 

More recently, Croft have undertaken research 

published in the Filtration Society Journal to highlight 

the benefits of Dixon rings when compared to 

Raschig rings. 

Nowadays, the rings have many uses across 

multiple industries including scrubbing of carbon 

dioxide from air, distillation of tritium, biodiesel 

manufacturing and to even help treat Alzheimer’s by 

extracting the necessary ingredients from daffodils!

For something so small, Dixon rings have a 

significant impact on our industries and are effective 

and efficient solution for manufacturers helping them 

manage their emissions and stay in line with currenty 

regulations.

Above: Dixon rings manufactured by Croft

Above: Examples of the Raschig ring

Below: Pall rings
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To overcome this challenge, Mitsubishi Electric 

has launched a set of Guided Operator Solutions 

dedicated to preventing mistakes in manual parts 

picking and assembly tasks. The system is field 

proven and is already enabling manufacturers from 

a variety of industries to actively improve their quality 

processes whilst also reducing their operating costs.

To control picking sequences the system uses 

a combination of indicator lights, touch sensors, 

light curtains and door mechanisms that can be 

applied to parts selection bins. High resolution HMI 

screens are used to display assembly instructions 

and provide operator feedback whilst a full line-up of 

controllers provide a scalable solution depending on 

the application’s complexity.

Together these components form a solution that 

guides assemblers simply and effortlessly through 

the picking and loading processes of an assembly 

task. Once installed the system provides a lean 

strategy in human error prevention, delivering 

measurable quality and performance improvements 

for manual assembly operations.

Mitsubishi Electric has already proven the 

effectiveness of the system by applying it to a 

manufacturing plant belonging to its sister company, 

Mitsubishi Electric Air Conditioning Europe, based in 

Scotland. There, semi-automated assembly cells are 

used to manufacture a number of different products. 

Making several products in one work space meant 

that there was a high potential for operator mistakes 

and extensive training was required.

Since the initial install, there has been a significant 

enhancement in the quality of the picking process 

and a reduction in training costs, which has 

increased the competitiveness of the plant. 

Mitsubishi Electric Air Conditioning Europe has been 

so satisfied with the initial results that they now 

plan a roll-out of the solution across the remaining 

assembly operations.

From an operator point of view Guided Operator 

Solutions from Mitsubishi Electric address many 

of the common issues associated with manual 

assembly processes. These include making parts 

easier and faster to locate and replacing paper 

based instruction manuals with bright, clear display 

screens that can be updated quickly and easily. 

Live instructions can also be animated and timed to 

coincide with the pick sequence. All of which makes 

the assembly task far easier to complete accurately.

At the heart of the system is Mitsubishi Electric’s 

standard software suite, iQ Works, which enables 

setup and maintenance functions to be handled 

through one engineering tool. This provides an 

intuitive and cost effective method for setup, 

commissioning and maintaining systems on the 

plant floor.

Another key benefit of the system is the direct 

integration with MES applications where new 

product specifications can be seamlessly sent 

to production cells and productivity data can be 

linked directly with resource planning systems. 

Furthermore, providing detailed production data 

to IT systems brings increased transparency and 

traceability to assembly operations.

Typical deployments for the Guided Operator 

Solutions include the automotive industry, logistics, 

packaging, electronics assembly and the life science 

sector.

Guided Operator Solutions Improve Quality And 
Performance In Assembly Processes

Eliminating human mistakes is one of the main quality 

challenges facing manufacturing industry today.

Above: With Mitsubishi Electric Guided 

Operator Solutions in place, the automation 

system guides an operator to the correct 

parts bin, either by lighting an indicator next 

to the correct picking location or by opening 

a door. Picks can also be confirmed manually 

using a touch switch or light curtain.

Above: Mitsubishi Electric has installed the 

Guided Operator Solutions at one of its own 

air conditioning manufacturing plants in 

Scotland. Since the initial install, there has 

been a significant performance improvements 

in assembly operations and a reduction in 

training costs.

Mitsubishi Electric Europe B.V. 

Tel: +44 (0) 1707 288769

Web: gb3a.mitsubishielectric.com 

Email: automation@meuk.mee.com
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In power plants, the demands made on the fill level 

sensors can be very high due to the fact that the 

sensors come into contact with aggressive media 

such as sulphur oxides, heavy metals or even acids.  

Where limit switches are used for dust detection in 

flue gas cleaning, they need to be robust enough in 

order to deliver reliable and consistent performance.  

Often maintenance costs or replacement of these 

sensors can be very high due to their quality not 

being adequate to meet the demands and so 

they achieve only a short operating life.  This is 

particularly evident in measurement tasks in flue gas 

cleaning within waste incineration plants.

Flue gas cleaning in waste incineration 

plants:

A waste incineration plant in Germany experienced 

severe corrosion of its level detectors within the 

flue gas cleaning processes. Smoke gases contain 

different pollutants, such as carbon dioxide and 

carbon monoxide, sulphur dioxide, nitrogen oxides, 

hydrochloric acid, heavy metals, dioxins and fly ash 

or soot. They are usually dusty particles with varying 

grain sizes. Due to the aggressive media that is 

generated in the process containers, the sensors 

experienced considerable deterioration.  In particular, 

the booms, or shafts, which are directly exposed 

to the filter dusts were corroded so badly that they 

malfunctioned after just 1-2 years post installation.

The main tasks during flue gas cleaning are 

denitrification, dust extraction and desulphurisation. 

Depending on the individual system, these tasks 

are carried out in several stages. Within a waste 

incineration plant, smoke gases are generated 

during combustion, which pass through the 

electrostatic precipitator as the first cleaning stage. 

Here separation/deposition of heavy metals, which 

are bonded to the fine and ultra fine dust, takes 

place.  Then, there follow two washing stages, the 

leaching out of chlorine compounds, corundum 

compounds and sulphuric acid.  Here, the highly 

aggressive hydrochloric acid is extracted as a 

waste product. The process continues with the 

catalytic purification process for the deposition of 

nitric oxides, dioxins and furans and ends in the 

flow-current absorber. The final purification stage 

of the flue gas removes the remaining amount of 

heavy metals and pollutants. It is only after the flue 

gases have passed through the multi-stage flue gas 

cleaning, that the purified exhaust air is able to leave 

the chimney.

The performance range of such plants can vary from 

a few thousand to several hundred thousand cubic 

metres of flue gas per hour. For the separation of the 

filter dust in the flue gas cleaning, a reliable signal is 

required in order to ensure plant safety. In the case 

of insufficient protection, the probes usually fail after 

a short life cycle. Even sensors with stainless steel 

brackets experience corrosion or are damaged in 

this aggressive process environment. Chemicals 

such as sulphur, hydrochloric acid and chlorine 

are too aggressive for the stainless steel in these 

applications. Failure of the measurement sensor 

system results in costly process interruptions and 

subsequent replacement of the devices.

Longer service life due to increased 

corrosion resistance:

UWT has further developed the RFnivo® 3100 

capacitive level limit switch for this type of 

measurement task in the dust extraction of 

flue gases so that it meets and withstands the 

demanding conditions. All process-contacting parts 

of the sensor have been designed to be completely 

corrosion-resistant. Firstly, the RF boom is coated 

RFnivo® 3100 Protection Plus
with innovative corrosion protection Capacitive RF probe with full coating 

protection as a safe and reliable measurement solution in flue gas cleaning

Performance failures of level sensors cause costs to rise – not only 

due to the interruption of process but also when the replacement 

and commissioning of the devices become time-consuming.
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with PFA Teflon® and, secondly, a section of the 

process connection thread has been completely 

made of PTFE so that all parts in contact with the 

process are fully corrosion-protected.

Probe boom with PFA full coating

The shaft of the RFnivo® limit switch is fully coated 

with PFA Teflon®. It is resistant to almost all 

chemicals and can withstand temperatures of up 

to 240°C. In contrast to a spray coating, the type 

of coating of the RF probe is much more resilient, 

up to 1.5mm thick, and thus has more protection in 

abrasive applications.

The RFnivo® 3100 with its PFA fully coated probe 

boom is ideally suited for level measurement in 

flue gas cleaning processes. It functions as a full 

detector and can be installed vertically, horizontally 

or obliquely. It measures the capacitance between 

the probe and the vessel wall. If the boom is covered 

with product, the capacity changes. The switching 

point is output as an electronic signal.

For a waste incineration plant, the RFnivo® was 

installed as a backlog warning device in the 

electrostatic precipitator.

All RF device types have an active coat 

compensation, which makes the probe insensitive 

to material deposits on the boom. This further 

increases the functional safety of the capacitive 

limit switch. This ActiveShield technology is not 

affected by the PFA coating, nor by any caking 

that is produced during fine dust measurement.  In 

addition, the PFA coating counteracts adhesion.  So, 

UWT has developed full protection against corrosion, 

adhesion and abrasion and the measurement results 

are not adversely affected by the coating. At the 

same time, the sensor is sensitive enough to detect 

the fine dust in the processes of flue gas cleaning.  

Accurate detection of materials with a DK value> 1.5 

is achieved.

Process connection thread made of PTFE:

In order to ensure full and comprehensive protection 

of the process-contacting probe extension the 

process connection thread, which is connected to 

the boom, is made completely from PTFE Teflon®.

Thus, all parts in contact with the process have 

sufficient protection. This allows for the coated 

RF probe to also be used as a full detector in the 

intermediate containers for the storage of filter dust 

and fly ash. In this situation, 

the highly dosed hydrochloric acid condensate 

is also present, which has until now adversely 

affected previous measurement technique in that 

the booms have been so corroded that they have 

partly fallen off. With the PFA full coating and the 

PTFE connection thread such chemicals are no 

longer a threat. The RFnivo® 3100 with fully coated 

probe boom can be made with a boom length from 

200mm up to 1500mm and can therefore be used in 

a variety of installations.

In plastics, PTFE is the material that offers most 

resistance to most basic chemicals. Apart from liquid 

sodium and fluorine compounds, PTFE is resistant 

to almost all media even at higher temperatures. 

Corrosion on the thread itself is thus reduced by a 

special design using Teflon®. Due to the extremely 

low surface tension of PTFE, no dust-like materials 

from the flue gases stick to or cake the process 

connection thread. In addition, the capacitive RF 

limit switch already offers a particularly high load 

capacity in the standard version. If overpressure is 

present in the process tank, this can be up to 25 bar 

for and still the RF probe will operate.

The capacitive RFnivo® has been specially designed 

for the level detection of bulk solids. Due to the 

customised design, it delivers excellent functionality 

in the level detection of dusty particles with varying 

grain size.

Advanced technologies for flue gas dust 

extraction:

Commissioning is achievable in minutes without 

the operator having to go deep into the physical 

connections of a capacitive measuring principle. 

The design of the RFnivo® electronics make 

commissioning straightforward and user-friendly. 

After the probe has been installed and the supply 

voltage has been connected, it automatically 

calibrates itself and detects by means of self-

monitoring, which runs in the background, if there 

is a malfunction of the probe. The display on 

the electronics indicates whether the calibration 

was successful and whether the probe has the 

appropriate switching state for the application. 

In addition, the current measured capacity (in pF 

picofarad) is displayed. This allows the operator to 

calculate the necessary sensitivity.

The capacitive fully-coated RF sensor is a new safe 

solution for all systems where applications with a 

particularly aggressive process environment exist. 

This is, for example, wherever flue gas cleaning 

takes place. In addition to waste-to-energy plants, 

this situation applies to biomass plants, peat and 

coal power plants.   Improved corrosion protection 

of measurement sensors in certain processes for 

flue gas cleaning is an important topic for sludge 

combustion in chemical plants as well as for 

sawmills with integrated incineration plants for the 

production of energy.

For Further Details Visit:

www.uwtuk.com



12 EMS Magazine   | November 2016

News & Products

Sludge thickeners work by concentrating impurities 

into solid form and then separating these solids from 

the bulk liquid. The concentration of solids, known 

as sludge, can contain an almost infinite range of 

substances and materials; thickening allows them to 

be collected and disposed of properly.

The design concept of A&J Fabtech thickeners is 

based on a central motor and drive unit attached to 

a rotating shaft that carries sludge collection scraper 

blades. These are designed and engineered to 

collect the thickened sludge at the base and move it 

to a central hopper outlet, from where it is collected 

for subsequent processing.

A&J Fabtech has been involved in many projects 

over the years and built thickeners in sizes from 

1.6m to 20.0m, each one designed to meet the 

specific needs of the job in hand. The company 

can provide packaged plants in the form of tank 

and thickener, in which case fabrication can be in 

a variety of materials such as painted or galvanised 

mild steel, duplex grade stainless steel or glass 

coated materials. Past projects have seen A&J 

Fabtech thickeners installed at potable water 

treatment plants, wastewater works and also in 

industrial plants where the process conditions can 

be unique and challenging.

The thickeners are designed to give the best 

possible concentration of solids into sludge. This 

reduces sludge volume, which means less need 

for dewatering and reduced overall sludge disposal 

costs. Optional features can include inlet diffusers, 

scum control and sludge blanket monitoring. For 

process-critical applications, real-time sludge 

loading monitoring and feedback systems can also 

be provided.

A&J Fabtech offers a full turnkey solution that can 

include the design and manufacture of the process 

tank, thickener mechanism, access stairways and 

platforms. Off-site pre-wiring and pre-assembly is 

a popular option, while commissioning by its team 

of site engineers ensures straightforward and rapid 

installation.

About A & J Fabtech Ltd

A&J Fabtech Water Division offers a dedicated 

team of experienced individuals who provide the 

capability to design, manufacture and install a wide 

range of standardised and bespoke products for 

the water treatment industry, in addition to working 

with customers to problem solve on existing plant. 

At every stage the team is focused on engineering 

the best possible solutions to ensure that equipment 

evolves to become increasingly cost effective and 

efficient in service.

A&J is one of only a few UK based companies 

that not only design and manufactures a range 

of scraping equipment in-house but also has the 

capacity to meet the needs of the water industry 

and current legislation BSEN 1090, not just on 

rotating half bridges but on a full range of rotary 

scrapers and thickeners for both dirty and clean 

water applications. The company is also a registered 

supplier on the UVDB database and is UVDB Verify 

accredited.

Turnkey Sludge Thickeners Backed By 
Expertise And Experience

A&J Fabtech brings decades of experience to the design, manufacture and 

installation of sludge thickeners. Its units can be used in both clean and 

dirty water applications, meeting WRC recommendations and guidelines 

TT016 (TR189) for potable water.

For more information visit:

www.ajfabtech.com
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However, there’s one area where steam has been 

outdone in recent years – heat transfer using thermal 

fluid. Here Clive Jones, CEO of Global Heat Transfer 

outlines the benefits of using thermal fluids instead 

of steam in a heat transfer process.

Historically, if heat transfer was needed in a chemical 

process and heating via naked flame wasn’t feasible, 

steam was the preferred method. This was mainly 

due to the ease of sourcing water, the minimal 

cost of the resource and the perceived absence 

of environmental issues. However, using steam 

in a heat transfer system comes with numerous 

drawbacks. 

Safety

Steam requires a high operating pressure to achieve 

temperatures necessary for operating heat transfer 

systems. For example, to reach 300 degrees 

Celsius, steam would require a pressure of 85 bars. 

This is roughly 14 times the pressure inside your 

average bottle of bubbly. Picture what happens to 

Champagne when pressure in the bottle builds up 

and is given a means of release through the weakest 

point – the cork. Now times this by 14. Needless to 

say, the presence of high pressure brings with it the 

potential for serious health and safety risks.

When steam reaches critical pressure and has no 

way of venting, the system can burst a pipe, seam 

or valve. This can result in an explosion of extremely 

hot steam and shrapnel from pipes.  

 

In contrast, most thermal fluid systems are vented 

and operate at atmospheric pressure, which means 

the risk to life and infrastructure from pressure 

is minimal. The view that heat transfer fluids and 

systems present an operational fire and explosion 

hazard is a misconception. Heat transfer related 

risks are often traced back to companies who use 

inappropriately designed systems or oils and who fail 

to conduct the correct lifecycle maintenance.

Maintenance

Steam heat transfer systems require constant 

maintenance. In fact, in some countries - such as 

the US - it’s a legal requirement that a qualified 

person must continuously monitor and maintain 

operations. This creates an additional maintenance 

and cost burden that isn’t present with thermal fluid 

systems. 

Furthermore, steam system infrastructure is far more 

intricate compared to thermal fluid applications. 

Safety valves, condensate return pumps, expansion 

joints, blow downs, chemical additions and drains 

all need to be correctly managed for the steam 

systems to run efficiently. Thermal fluid systems, on 

the other hand, only require a pump, an expansion 

and storage tank and heat exchangers.  

The maintenance problems don’t stop there. 

Common issues with water and steam systems 

include corrosion and freezing.

Despite steam systems depending on the use of 

demineralised water, the combination of water 

vapour and hot air alone is enough for corrosion and 

scaling to take place inside the pipes. To combat 

this, you could use stainless steel for piping, but this 

brings with it an added cost.

Water in steam heat transfer systems is also 

prone to freezing if left unused in cold conditions 

– for example, if a facility closes for winter or the 

Christmas period. If the water in the system freezes 

there’s a significant potential for pipes to burst, 

causing harm to the system and water damage to 

surrounding infrastructure. 

In comparison, thermal fluids are extensively used 

in systems designed to work at low temperatures. 

Specific types of fluid such as Globaltherm EDT or 

Globaltherm ECO containing anti-freeze are specially 

formulated to pump at sub-zero temperatures and 

must be used in these cases.

Although thermal fluids don’t require constant 

assessment, maintenance should be frequent and 

comprehensive. Quarterly sampling is necessary 

to detect any short-term changes in the status of 

the fluid. This acts as a means of predicting future 

degradation and allows companies time to take 

appropriate action to avoid unnecessary downtime 

and high costs. A strategic maintenance plan, such 

as GHT’s Thermocare, is imperative for healthy and 

efficient heat transfer systems.

Steam may have once reigned supreme in heat 

transfer, but thanks to increasingly sophisticated 

products and maintenance practices, thermal fluids 

now dominate industries from pharmaceutical to 

food and beverage manufacturing.

Steam Versus Thermal Fluid
Steam has been a valuable servant to the human race, from a 

means of powering engines to a method of cooking food.

For further information

Global Heat Transfer Ltd

Telephone: +44 (0) 1785 760555

http://www.globalheattransfer.co.uk 

Twitter: https://twitter.com/G_HeatTransfer
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Master Abrasives is pleased to announce the introduction of the 

new ZIPP Air Tools pencil grinder range to the UK.

These tools have low vibration results in real use test conditions, offering an 

affordable solution to companies trying to reduce the risk of Hand Arm Vibration 

Syndrome in the workplace.

“We carried out a series of Hand Arm Vibration tests with the ZIPP ZPD212 and 

two market leading pencil grinders from different brands for a true comparison.”   

Andy Wright, National Sales Manager, explains, “With the D040403 carbide 

burr, we were impressed by a low vibration magnitude of 0.93 m/s2 for the 

ZIPP tool, whereas the other makes of pencil grinder results were 2.28 m/s2 

and 1.17m/s2.   The test results showed that the ZIPP pencil grinder had a 

lower vibration magnitude than the other two tools. As well as getting value for 

money, customers can benefit from low HAV levels when using the quality ZIPP 

tool range.”

Master Tool Services provides solutions for protecting employees and 

businesses, including the matter of hand arm vibration. Its vibration testing 

service is conducted in accordance with ISO 5349-2 by experienced 

professionals who can offer recommendations on other means of monitoring 

and preventing HAVS.

New ZIPP Pencil Grinder Reduces Vibration Risks

Visit: www.master-abrasives.co.uk

This new office will be the latest addition to 

the Hansford group of wholly or partly owned 

subsidiaries in Poland, Australia, Germany and 

India plus an extensive sales network of over 30 

independent Hansford Sensors distributors around 

the world.

The new company in the United States will be a joint 

venture between Hansford Sensors, Reliability Direct 

and STI and will be headed up by Dave Gallagher of 

Reliability Direct, who has many years’ experience 

working with condition monitoring across a wide 

range of industrial sectors.

Managing Director of Hansford Sensors, Chris 

Hansford, remarks: “This is a significant step for 

Hansford Sensors.  We have been selling into the 

North American market for some time now and it 

feels like the time is right for us to open an office 

and increase our presence there.  The shift from 

preventative to predictive maintenance in many 

industry sectors means that the global condition 

monitoring market is expected to grow significantly 

and as a company we have an ambitious growth 

strategy to meet that.  This new operation is an 

integral part of our programme of developing a 

strong network of local sales and customer support 

centres in key locations on each continent.  It is 

important to us to be able to offer excellent and local 

customer and technical support for our products.”

Hansford Sensors manufactures an extensive 

range of industrial accelerometers, including 

4-20mA transmitters, AC vibration and velocity 

sensors, switches and switch modules, plus 

enclosures, connectors and cables. Many of these 

are engineered to meet the needs of individual 

customers or specific applications, with all products 

being backed by comprehensive customer and 

technical support services.

Hansford Sensors opens new US office
Hansford Sensors, the leading UK based manufacturer of industrial accelerometers, has 

announced it is expanding its presence in the US by opening a joint sales and service 

operation, based in Texas.

To learn more about Hansford Sensors, 

please visit the Hansford Sensors website: 

http://www.hansfordsensors.com
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Since its formation in 2006, the Buckinghamshire 

based company has gone from strength to strength, 

establishing itself as the go-to provider of reliable 

and effective vibration monitoring equipment and 

boasting an impressive portfolio of clients worldwide. 

In the last two years alone Hansford Sensors’ 

turnover has seen an increase of 20%.

 

This growth has been achieved through working 

closely with key strategic partners and expanding 

into new sales networks worldwide. The company 

opened an office in Germany last year to enable 

greater access to the Central European market 

and recently began trading directly in the American 

market through a new office in Texas. 

 

To keep up with increasing demand for its popular 

products, Hansford Sensors has boosted its 

core team with experienced new employees that 

possess the knowledge and competency required 

to consistently meet the needs of customers. The 

number of employees at the company has grown by 

12% in the previous 12 months. 

 

Away from day-to-day responsibilities, Hansford 

Sensors sponsors young British Touring Car 

Championship (BTCC) racing driver Tom Ingram. 

Much like Hansford Sensors itself, 23-year-old 

Ingram has made significant progress in recent 

years. The Ginetta Junior, G50 and GT Supercup 

champion delivered a series of impressive 

performances in this season’s BTCC to finish in 10th 

place, earning a spot on the podium six times and 

securing two first place finishes. 

 

Commenting on the anniversary, Chris Hansford, 

founder and Managing Director of Hansford 

Sensors, said: “We’re incredibly proud to reach this 

milestone. There’s been significant change over 

the past ten years, in terms of attitudes to vibration 

monitoring, for instance, but one thing that has 

never changed is our commitment to supporting 

customers and providing the best vibration 

monitoring equipment on the market.

 

“I would like to take this opportunity to collectively 

thank our distributors, partners, customers and staff 

for the success that Hansford Sensors has achieved 

in the last 10 years. As we turn our attention to our 

second decade in business, the industries we serve 

can have peace of mind that we’ll continue to deliver 

the same high quality products and superior level of 

support that they’ve become accustomed to from 

Hansford Sensors.”

Hansford Sensors Celebrates 10 Years At The
Forefront Of Vibration Monitoring Excellence

Hansford Sensors, the leading UK manufacturer of industrial 

accelerometers, is celebrating its 10th anniversary this month.

To learn more about Hansford Sensors, 

please visit the Hansford Sensors website: 

http://www.hansfordsensors.com
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Predictive maintenance and RCM (reliability-centred 

maintenance) programmes at manufacturing facilities 

regularly use thermal imaging cameras for inspecting 

a countless number of mechanical components. 

An infrared image that integrates accurate 

temperature data provides maintenance experts 

with crucial information about the condition of all 

kinds of equipment. As a non-contact measurement 

tool that also makes invisible heat issues visible, 

thermal cameras let technicians inspect production 

equipment safely, even during peak operation. Along 

with troubleshooting, thermal images can also help 

optimise the production process itself as well as 

monitor quality control.

Typical examples of mechanical equipment where 

thermography is commonly used includes: pumps 

(looking for issues such as overheated connections, 

fuse problems and overloaded electrical cables); 

process valves (open, closed, leakage); storage 

tanks (sludge levels); pipelines (scale build-up); 

motors (overheated bearings, misalignment, 

overheated windings); and conveyor belts 

(overheated bearings). Further applications include 

gearboxes, energy delivery systems, air handling 

units, vacuum systems, duct systems, engines, heat 

exchangers, boilers, kilns and steam traps, to list 

but a few.

All mechanical systems generate thermal energy 

(heat) during normal operation. Here, high 

temperatures can be produced by factors that 

include friction, cooling degradation, material loss 

and blockages. With this in mind, infrared cameras 

are proven to be adept at checking for the presence 

of excessive heat.

Heat and friction is most commonly caused in 

mechanisms by wear, misalignment, over- or 

under-lubrication or system misuse. In these cases, 

heat energy will travel from generation points to 

the surface to be imaged through a process called 

indirect heat transfer, and will subsequently show 

clearly on an infrared thermal image.

Of course, simply identifying a thermal pattern 

does not mean a problem has been located, which 

is why equipment familiarity is key to successful 

thermography. First, a thermal signature for the 

system in normal operating conditions must be 

obtained and understood. Only in this way will any 

future deviation provide evidence of a potential 

problem. Some bearings and motors, for example, 

are purposely designed to run at very high 

temperatures. Unless the thermographer is aware of 

this, he or she might think it was an issue.

These baseline infrared surveys are very important 

as variables can include environmental conditions 

(especially temperature), equipment type and 

equipment load. A typical baseline will show a 

thermal gradient pattern when operating normally, 

which means the best strategy is compare, compare 

and compare again over a predetermined time 

period. Regular planned checks will show anomalies, 

and using an infrared camera gives the advantage 

that any changes will be visible immediately.

Thermography is a great tool for indicating the cause 

of overheating in mechanical systems – quickly 

and easily. Typically, IR precedes complementing 

condition monitoring technologies such as vibration 

analysis, oil analysis and ultrasonics, which are 

deployed to try and establish the specific root cause 

of the anomaly identified on the thermal image.

Introduction To Infrared Imaging 
For Mechanical Applications

For plant or maintenance engineers considering the use of infrared 

imaging as a potential diagnostic tool in mechanical applications, 

FLIR is offering the following useful guide to getting started. 
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There are many advantages to using infrared 

cameras. For instance, not only is the process fast 

and versatile, it is also non-invasive, which means 

there is no need to shut the system or equipment 

down. Furthermore, the thermal images produced 

by the process are far easier to understand than 

many other NDT techniques.

In a specific example, such as a motor, temperatures 

are generally compared from test period to test 

period. If there is a 5, 2 or even 1 degree change 

in temperature, it will be detected by the infrared 

camera and provide the user with the opportunity to 

ask why?

Of course, there might be plenty of innocuous 

reasons for the difference, such as shifts in ambient 

temperature, the motor’s environmental conditions, 

application heat transfer from other sources, frame 

size/mass or casing type.

On the subject of the casing, it’s important to 

remember that casing temperature is not the true 

temperature of the motor. As a rule of thumb, if 

the motor case temperature is at least 22°C higher 

than the ambient temperature, it is considered 

overheating, while an increase of at least 44°C 

above ambient is deemed a serious heat problem 

where the motor could be at failure point. Another 

tip is to always wipe away any grease present in the 

target area being imaged as it can often show hotter 

than the actual surface temperature.

Another specific example is steam traps, which are 

notoriously more difficult than other valve or piping 

systems to diagnose. This is because pressure 

has an effect on steam temperature in saturated 

systems: as pressure decreases, so the temperature 

of the steam also decreases. As a result, improperly 

operating traps may go unnoticed.

With this in mind, it’s important to inspect the exit 

of a steam trap. Here, the thermographer should 

see temperature fluctuations as the trap dumps 

condensate. If variations in temperature cannot be 

seen, it could mean that the trap has failed in the 

open or closed position, or it is undersized for the 

condensate load, or maybe the thermographer 

simply hasn’t waited long enough to see the full trap 

cycle. 

Ultimately, infrared thermography is a powerful 

inspection method to assist in the reduction of 

maintenance costs on mechanical equipment and is 

therefore a critical factor in the operational reliability 

of industrial or commercial facilities. Put simply, no 

manufacturing or process plant should be without an 

infrared camera.

For more information please visit:

www.flir.com
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This innovative new SPOT AL EQS pyrometer from 

AMETEK Land, the leading industrial non-contact 

temperature measurement specialist, provides high 

accuracy and a three-in-one capability for aluminium 

applications, including extrusion press exit, extrusion 

press quench zone and strip mills.

With SAPA Profiles UK, the world’s leading 

producer of aluminium extrusions, supplying a large 

proportion of its products to the highly controlled 

automotive, marine and construction industries, 

the aluminium it processes needs to be cooled at 

an exact quenching rate to achieve the highest 

quality metallurgical properties.  If this is achieved, 

it gives greater confidence that the extruded 

profiles will meet the required structural properties 

in subsequent testing. In the past, SAPA Profiles 

UK found it challenging to measure the lower end 

of the temperature range and sometimes had two 

separate thermometers to cover the wide spectrum.  

The advantage of SPOT AL EQS is that it covers 

temperatures from 200 to 700 °C / 392 to 1292 °F 

within one highly effective instrument.

 

Cristiano Baiano, Senior Automation Engineer at 

SAPA Profiles UK, said: “Implementing AMETEK 

Land’s SPOT AL EQS pyrometer at the press 

exit and after the quench at our site in Tibshelf 

has enabled us to continue to meet the exacting 

standards of our customers.  SPOT AL EQS gives 

us the ability to take accurate measurements at 

very low temperatures, which is essential to ensure 

product quality and performance.

 

“We now have all the data available to our operators 

that they need to enable them to make informed 

decisions.  An added benefit was that it was very 

simple and straightforward to integrate into our 

control system.” 

SAPA Profiles UK required the ability not only to 

take fast and accurate temperature measurement 

readings in real time but also to provide its operators 

with vital diagnostic information about what is 

happening throughout the extrusion press exit and 

quench process. The company has the ability to 

trend data over time, via a direct digital connection 

to the PLC. This gives operators a much better 

overview of the process performance, compared to 

using real-time readings alone. Operators also can 

remotely trigger the LED sighting from a PLC and 

adjust the position of the quench exit instrument 

remotely.

 

Cristiano Baiano adds: “With precision control 

of extrusion conditions, we have minimal to no 

temperature variation for each extrusion length or 

from extrusion to extrusion, resulting in repeatable 

reliable material production with even metal quality 

and strength”.

SPOT AL EQS, the latest innovation to the SPOT 

range, is specifically designed to work within low 

emissivity environments where regular pyrometers 

might struggle to provide accurate and reliable 

readings.  Utilising the latest cutting edge design 

detectors, combined with the most-advanced data 

processing algorithms, AMETEK Land has created 

an extremely accurate and repeatable pyrometer 

with an industry-leading response time.

 

SPOT AL EQS pyrometer offers the ability to 

customise and tune the algorithms for bespoke 

applications and specific aluminium grades.

 

Richard Gagg, Global IR Product Manager for 

AMETEK Land, says: “This revolutionary new 

pyrometer is designed for even greater accuracy 

and convenience and means the same pyrometer 

type can be used at all positions in the aluminium 

extrusion process. SPOT AL EQS can make a huge 

difference to product quality and performance for 

companies like SAPA Profiles UK for whom accurate 

temperature measurement at both ends of the 

spectrum is vitally important.

 

“SPOT AL EQS is a very user friendly, intuitive 

system that has been specifically designed to be 

easy to integrate within existing control systems. The 

high ambient temperature rating of 70 °C allows the 

pyrometer to be used in many locations without the 

need for additional cooling.”

 

Incorporating the latest digital communication 

systems, the SPOT AL EQS can be configured 

remotely through a dedicated webserver. With 

Power over Ethernet capabilities, it will communicate 

data over Ethernet to any web browser or via 

Modbus TCP-IP, Modbus TCP, DHCP, http, udp and 

ICMP.  This ensures that along with its traditional 

4-20mA/0-20mA output signal, the SPOT AL EQS 

can be easily integrated into any plant control 

infrastructure.

 

SPOT AL EQS can be operated straight out of 

the box by just one person, providing greater 

convenience and ease of use.  If the sensor is in 

an inaccessible location, SPOT AL EQS provides 

remote viewing and motorised focus to verify 

alignment and ensure a high level of accuracy.  A 

built-in camera aids alignment, and, combined 

with a green LED, allows the user to position the 

measurement point in the optimal location to avoid 

any ambient lighting reflections. Data from SPOT AL 

EQS is available remotely as snapshots using free 

SPOT Viewer software or standard web browsers.

SAPA Profiles UK Reaps Benefits Of New 
Temperature Measurement Solution

SAPA Profiles UK has implemented AMETEK Land’s new SPOT AL EQS (SPOT 

Aluminium Extrusion, Quench and Strip) pyrometers at its aluminium extrusion plant 

in Tibshelf, Derbyshire and is reaping major efficiencies and performance benefits by 

accurately measuring temperature of low and variable emissivity aluminium.

For more details, visit:

SAPA Profiles UK

http://www.sapagroup.com/en/sapa-

profiles-uk-ltd-aluminium-extrusion/

SPOT AL EQS

www.landinst.com/products/spot-al-eqs

AMETEK Land

https://www.landinst.com
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The compact Fluke 115 DMM true-rms meter, with 

a CAT III 600V safety rating, is an ideal meter for 

a wide variety of electrical and electronic testing 

applications. Featuring a large white LED backlit 

screen, it measures DC and AC voltages to 600V 

and captures MIN/MAX/AVG readings. The Fluke 

115 also measures resistance, frequency and 

capacitance, and tests continuity. 

The Fluke TLK-225 SureGrip Master Accessory Set 

consists of 13 items, providing flexibility and comfort 

Fluke UK offers a DMM Safety Kit at a special price 
as part of its Autumn Campaign

Until 31st December 2016, Fluke UK is offering a Safety Kit consisting of a 

Fluke 115 Digital Multimeter (DMM) with a Fluke TLK-225 SureGrip™ Master 

Accessory set of leads and connectors at a special price. Ideal for field service 

technicians, the Fluke FLK-115/TLK-225-1 Safety Kit offer can be seen, along 

with other Fluke Autumn Campaign offers, at www.fluke.co.uk/promotions.

with all SureGrip leads and probes in a convenient 

six pocket, roll-up pouch. Rubber overmoulded 

surfaces and finger-hugging curves give the user a 

comfortable, reliable grip on the accessory so they 

can focus on making an accurate measurement. 

Also included in Fluke’s money saving Autumn 

Campaign are a Fluke T5-1000 Electrical Tester 

Kit, a Fluke 325 true-rms Current Clamp Meter Kit, 

a Fluke 6500-2 Basic PAT Tester Kit, a Fluke 175 

DMM and C25 carry case offer, a Fluke 1664FC 

Installation Tester with data management software 

offer, a Fluke T150 Voltage and Continuity Tester 

with a non-contact voltage detector and toolbelt 

offer, along with a special pricing offer on a Fluke 

TiS20 Thermal Imager.

Information about all Fluke products can be 

obtained via the Fluke web site at:

www.fluke.co.uk. 
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The corner stones of our business are Quality 

Products at Competitive prices with Service and 

Supply requirements tailored to our customers’ 

needs. As a further means of maintaining the high 

standard of service our customers come to expect, 

we try to keep our catalogue as up to date and as 

relevant as possible. With that in mind we are proud 

to be the official UK distributor for Schock Metall.

Schock Metall is a family owned company based in 

Urbach, Germany. With over 40 years of experience 

in the market, Schock has established itself as a 

globally recognized expert in the field of ball bearing 

slides and special profiles. The company is widely 

known for providing quality “Made in Germany” 

products in a variety of business sectors, including 

industry, automotive, household appliances, furniture 

and office.

Schock Metall is a leader in linear motion technology 

and the company’s stringent quality standards are 

considered benchmarks in the industry. Schock’s 

telescopic ball bearing slides are known for excellent 

running characteristics, high reliability under load 

and long, maintenance-free service life. Special 

cold-rolled profiles are manufactured according to 

customer requirements and offer unlimited design 

possibilities. 

The Schock standard program features more than 

175 different telescopic slides, glides and runners 

with load capacities of up to 200 kg. Along with a 

large selection of partial and full extension slides with 

a variety of fixing options and functional elements, 

Schock also offers complete sliding systems for 

special applications. Technical explanations provide 

information about the most important features 

of Schock’s ball bearing glides, such as load 

capacities, materials and surface finishes, or special 

features. Examples of possible applications: Home 

and kitchen furnishings, office furniture, shop fitting, 

warehouse and factory equipment, 19” technology, 

electronics industry and mechanical engineering. 

An extensive range of Special Profiles is 

also available from SD Products through our 

manufacturing partner Schock Metall. Schock Metall 

specializes in cold-rolled profiles made to specific 

customer specifications. They are manufactured 

using a broad range of different technologies, from 

special profiles and pre-configured assemblies 

to complete system solutions. A customized and 

usage-optimized solution thus exists for every 

customer. High-precision Schock roll forming 

technology works with extremely tight tolerances. 

Schock also facilitates a high degree of material 

utilization and practically unlimited design 

possibilities.

In 2013 Schock Metal set a new standard in sliding 

technology when they introduced AIR MOTION – a 

new smooth-action sliding system. AIR MOTION 

is a brand new concept in smooth running ball 

bearing slides, it stands for excellent smooth 

operation, comfortable feel, high-quality appearance, 

high resilience and long durability. The system is 

based on traditional telescopic slides profiles in 

combination with a unique blend of materials and 

expertise. AIR MOTION systems are manufactured 

according to customer requirements, suitable for a 

wide range of projects and applications.

An extensive range of Schock Metall products is 

now available form SD Products. We are excited to 

be in business with Schock and we hope to have a 

long and successful relationship.

SD Products Ltd, the official Schock Metall 
distributor in the UK.

SD Products Ltd is a third generation family owned business 

with over 40 years of experience as a stockist distributor of 

specialist fasteners, we supply product across all industries.

For Further Details Visit:

www.sdproducts.co.uk
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The first major hospital contract Byworth secured 

was in 2005 when three new Yorkshireman 6000kg/

hr dual fuel trailerised hire boilers were built to 

support Doncaster Royal Infirmary conversion 

from a coal to gas fired boiler house. At the time 

these were the largest boilers that Byworth had 

trailerised and were designed to fit into a standard 

box van trailer with all ancillaries to make each unit a 

complete boiler plant room. In addition to the boilers, 

a range of additional plant was supplied to meet 

site requirements including 5M twin wall chimney 

extensions and a blowdown water tank. Following 

the success of this 18 month contract the company 

has continued to supply the health care sector 

leading to many more boilers being put into service. 

In most cases sites require multiple boilers to ensure 

security of supply and Byworth Boiler Hire’s ability 

to provide modern efficient plant has ensured  

continued success in this sector.

Kettering General Hospital is one such example 

where fuel savings of over £123K were made within 

12 months of a pair of new Yorkshireman dual fuel 

hire boilers being supplied to provide an installed 

capacity of 11,000kg/hr. Having been on site now 

for 18 months an excellent working relationship has 

developed which is key to the efficient day to day 

operation of the hire plant.  

Brian Mellon Kettering Hospital’s Technical Manager 

said: “Byworth Boiler Hire has provided excellent 

service over the duration of the hire period and we 

are very happy with both the Yorkshireman boilers 

and the company’s response times.  A third 6000kg/

hr Yorkshireman boiler is now on order to cover our 

winter period to ensure the site has n+1 for any cold 

spell.”

More recently Byworth was asked to provide 

assistance to Aintree Hospital, Liverpool where their 

main boiler house had to be shut down prematurely. 

Following an initial site visit in March this year, a pair 

of Yorkshireman dual fuel boilers rated at 6000kg/hr 

& 7,000kg/hr were supplied and installed in May and 

are now acting as a holding operation whilst major 

works are being undertaken. 

Alan Forrester the hospital’s Senior Estates Officer 

for the project said: “The Byworth commitment has 

been excellent from day one which enabled us to 

get up and running within a short period of time. It 

has been a lot of work but once new pipework had 

been installed the boilers were delivered just outside 

our old boiler house which enabled us to readily 

connect into existing services.”

As many hospitals have aging plant the ability 

of Byworth Boiler Hire to provide short, medium 

and long term solutions has proved to be very 

popular in the current financial climate. Byworth’s 

expert Project Management team will work with 

site engineers to plan, co-ordinate and manage all 

boiler hire installations. Turnkey projects including 

delivery, positioning, installation and commissioning 

together with training ensure that critical operations 

go uninterrupted.

Byworth’s extensive fleet of over 100 hire boilers is 

constantly being enlarged, upgraded and maintained 

to ensure maximum continuity and efficiency. A 

number of ground breaking innovations such as X-ID 

tubes are now incorporated into the fleet. These 

unique tubes increase the heat transfer by over 80% 

versus plain tubes and are suitable for both gas 

and oil fired boilers. To further enhance efficiency 

boilers are equipped with state-of-the-art dual fuel 

burners with the option of Byworth’s unique Unity 

boiler management system for long term hire. The 

availability of gas fired plant ensures that when hire 

is needed the lower operating costs of Byworth’s 

modern package boilers can often offset the rental 

charges thereby making hire a cost effective benefit 

over existing installed plant.

Byworth also offers a comprehensive back-up 

service with a dedicated, experienced team of 

professional engineers, based throughout the UK, 

able to attend site quickly to provide full support.

Byworth Boiler Hire Helps To Keep The Country’s 
Hospitals In Good Health

Byworth Boiler Hire has been supporting Hospitals throughout the 

country for many years providing both steam and LTHW hire boilers for 

ad hoc hire and to cover annual inspections or peak seasonal loading.

Byworth Boiler Hire Ltd

Tel:  01535 662599

E-mail: hire@byworth.co.uk

Web:  www.byworth.co.uk
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At the new £200m Hull Energy Works, which 

covers a 12 acre site and which will be capable 

of processing 250,000 tonnes of waste a year 

producing enough renewable energy to power 

43,000 homes, Hart will be installing seven doors 

working with Hull-based Spencer Group.

 

Hart is also supplying 13 doors at the 

Templeborough Biomass power plant,  Rotherham. 

This plant will recycle 260,000 tonnes of waste 

timber per year and will generate 41mw of electricity 

which is enough to supply 78,000 homes.

 Hart is working with Interserve on this project which 

is due to go live sometime in 2017.

 

Julian Britnell, Hart’s sales manager, says the 

Government’s increasing reliance on waste to- 

energy has created “opportunities for specialist door 

solutions for dealing with hazardous waste issues, 

recycling, services to industry and of course issues 

possibly faced by local residents. So its large and 

very complex subject which we are very much in 

tune with.” 

He added: “The doors will deliver a range of 

solutions - increased recycling rates, the prevention 

of odours escaping, reduction of noise, improved 

security and traffic flow enhancement.”

More Energy Work For Hart
Hart Door Systems is supplying a wide range of sophisticated 

industrial doors ranging from large high-speed Speedors to 

sectional doors, roller shutters and insulated roller shutters 

across two waste to energy sites in Yorkshire.

For Further Details Contact:

 0191 214 0404



24 EMS Magazine   | November 2016

Products

Just-in-time (JIT) is a well-known concept in 

business and it doesn’t show any signs of declining 

soon. But how can businesses successfully manage 

a system based on just-in-time? Here, Andy 

Owen, managing director of electric tug specialist 

MasterMover, gives some advice.

The concept of just-in-time was developed in 

Japan in the 1960s and 70s. The concept is that a 

business holds no stock and relies on deliveries of 

raw materials and components to arrive just in time 

to manufacture and fulfil a customer order. These 

deliveries arrive on the factory floor when required. 

This approach means that stock does not build up in 

the warehouse, which saves space and reduces the 

amount of capital held in the stock. However, it does 

mean that there is high pressure on manufacturers 

to deliver the stock quickly, and on plant managers 

to ensure there are no delays.

To successfully manage a just-in-time system, it is 

important for businesses to follow key processes. 

M. Sepheri, a JIT expert, published a methodology 

for businesses to follow. Sepheri considered 

housekeeping a top priority. He said that they should 

consider the physical organisation and discipline of 

their plant and that it should have a compact layout. 

To maintain this orderly process, firms need to 

ensure that all of the steps in getting the product 

from the factory to the customer are efficient and 

do not waste any time or resources. A key step in 

this process is how businesses physically move 

goods. Traditionally, companies use forklift trucks 

or high levels of manual labour to move things. 

However, this is a slow process that can hinder the 

JIT methodology.

Traditional equipment such as cranes and forklifts 

are fine for use at the periphery of a factory, but 

struggle as you get closer to the production lines, 

where narrower walkways can post a safety risk to 

pedestrians. This means that more manual labour is 

required and is not great if you’re trying to roll out a 

JIT system. Instead, plant managers can use electric 

tugs controlled by a pedestrian to move heavier 

loads safely and much more quickly.

Congested walkways also delay workers’ 

movements if they have to wait for their path to clear 

or for a trained crane or fork lift operator to move 

the product. MasterMover’s range of electric tugs 

offer complete control and manoeuvrability. They can 

move up to 30,000kg and you don’t need a forklift 

licence to use one safely.  

By reducing safety hazards and reducing the amount 

of manual handling that workers do, businesses can 

reduce the potential of injury and subsequent sick 

leave. This allows the company to reduce labour 

costs and improves the company’s safety record. 

By following these processes and using electric tugs 

to move their products, companies can maximise 

the efficiency and speed of their production line, to 

create an effective just-in-time process.

Just In Time For Manufacturing
Research from Kansas State University suggests that 

71 per cent of senior manufacturing executives have 

used some form of the just-in-time manufacturing 

method in their processes.

For further information:

Telephone: +44 (0)1335 301865

Visit: www:www.mastermover.com
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The generators are the perfect answer to companies 

spending thousands of pounds annually purchasing 

bottled or bulk tanks of the planet’s most abundant 

gasses. In contrast, the potential savings available 

by producing nitrogen and oxygen on-site, on-

demand, are little short of staggering, even more 

so when including the extra costs associated with 

delivery, storage, the hire of bottles or receivers, 

safety procedure creation, and insurance. 

The proven technology employed at Hi-line for N2/

O2 generation is based on simple PSA (Pressure 

Swing Adsorption) procedures. Here, twin-tower 

CMS (carbon molecular sieve) beds adsorb and 

regenerate to remove either N2 or O2 depending 

on requirements. Importantly, this allows users 

to generate nitrogen at the purity required for the 

application, such as 95% or 98% for example. This 

is far more cost-effective than buying-in expensive 

UHP (Ultra High Purity) nitrogen at 99.99999%, 

which is normally sold as standard without any 

option for the customer.

Among the many areas where the uptake of Hi-line’s 

N2/O2 generators has been particularly high is MAP 

(Modified Atmosphere Packaging), a technique used 

for prolonging the shelf life of fresh or minimally-

processed foods such as meat, fish, cheese, 

fruits and vegetables. The mixture of gases in the 

package depends on the type of product, packaging 

materials and storage temperature.

A recent case in point can be seen at a well-known 

food packaging company that was spending in 

excess of £120,000 per annum on N2 for MAP. 

Moreover, this was excluding the delivery charges 

associated with a tanker arriving at the plant four 

times a week. In response, Hi-line was able to 

supply a N2 generator skid for a one-off fee of 

£55,000. Now, the plant produces its own N2 for 

only the cost of air compressor energy; a huge 

saving year-on-year. 

Nitrogen gas is commonly used in a wide range 

of industries where safe, inert environments are 

required. This includes the petroleum, chemical, 

pharmaceutical, paint and varnish industries as well 

as the production of ferrous and non-ferrous metals, 

together with electronic and glass products.

Although Hi-line offers a standard range of 

generators for N2/O2, each generator is customised 

in line with user requirements. Before a generator is 

manufactured, Hi-line will have already carried out a 

free site survey of N2/O2 usage, and at what rate/

purity. The team will also assess energy costs versus 

the current cost of gas and present a proposal 

indicating the potential savings available. This will 

include total cost of ownership, which is very low 

as the only relevant energy source used by the 

generator is the air compressor. Ultimately, Hi-line 

generation units are designed to facilitate rapid 

payback, thanks to the significant cost savings that 

can be achieved.

On-Site N2/02 Generation Saves Thousands In 
Comparison With Typical Outsourcing Costs

Offering the ideal solution for any plant looking to eliminate the 

financial burden of buying-in nitrogen and/or oxygen, the latest N2 

and O2 high purity, low energy nitrogen and oxygen generators from 

Hi-line Industries feature a host of advanced functions, including O2 

analysers and energy control as standard.

Further information is available from: Hi-line 

Industries Ltd,

5 Crown Industrial Estate, Oxford Street, 

Burton on Trent, Staffordshire  DE14 3PG

Telephone: 01283 533377

Fax: 01283 533367               

e-mail: enquiries@hilineindustries.com 

www.hilineindustries.com
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Hydra-Slide Ltd.

Email:  janine@hydra-slide.com

Visit: www.hydra-slide.com

With 12 325 ton engines and the same number of 

80 ton generators loaded over a three-week period 

through two doors at the facility, time and space 

were key considerations for Martin Bencher, making 

the LP400 stand out over alternative solutions.

Its patented low-profile, hand-portable design 

permits its use in most situations where a high 

capacity skid system is required, but where space 

or access is limited. A total height of less than 2 

in. (51mm) reduces jacking time and is ideal for 

the power plant environment, where space was 

restricted as the units were loaded through openings 

in the east and west halls before final installation.

David Branco, US marketing manager, Martin 

Bencher, said: “We did our research following a 

recommendation from a heavy haul and rigging 

company and were confident in the capability of 

the Hydra-Slide unit, owing in part to an impressive 

demonstration video they provided for us. However, 

the LP400 still performed above our expectations.”

He continued: “An indoor gantry crane and 

conventional slide system would have been the 

alternative method in this case, which our riggers 

are familiar with, but the method requires a much 

thicker beam and a large crew. The LP400, by 

contrast, is lightweight and easy to assemble. Once 

we had two, then three, then four engines in the 

halls, space became restricted and the smaller 

track system made progression of the project that 

much smoother. Efficiency is a premium commodity 

in a power plant environment where shut-downs 

are often required to allow installation work to take 

place. The faster a plant is back up and running, the 

happier the customer.”

Janine Smith, vice president, Hydra-Slide, said: 

“Martin Bencher’s power plant project was a 

perfect application for the LP400 system. It can be 

mobilized quickly and set-up is relatively simple. The 

system is controlled by one operator working from 

a remotely positioned power unit. There is no need 

for personnel to be close to the load when moving 

and no winch lines, holdbacks or heavy equipment 

complicate the process. The maximum weight of any 

LP component is 130 lbs. [60kg] and the full system 

packs up into a storage box that fits in the back of 

a pickup truck. We’re seeing huge demand for this 

type of slide system for plant and factory projects, as 

well as job sites where there is limited heavy moving 

equipment available.”

Transportation of the engines and generators was 

more complicated. Martin Bencher employed two 

Goldhofer trailers simultaneously to move the loads 

from Port Isabel, Texas where they had arrived from 

Italy. Such was the size of the loads—all the engines 

were 20 ft.-high, Branco said—transportation had 

to take place overnight with police escort with a 

permitted top speed of 20mph. Branco explained 

that the transport operation of two engines alone 

took a week.

Branco also praised Hydra-Slide’s customer service 

ethos. He said: “Within two weeks of taking delivery 

of the unit they shipped us brand new engineered 

hydraulic rams, which demonstrated to everyone at 

Martin Bencher a great level of customer service and 

intent that they wanted us to get the most out of the 

product. If we needed another Hydra-Slide system 

we wouldn’t hesitate to place an order.”

Martin Bencher Uses Low Profile Skidding 
System for Power Plant Project

Project cargo freight forwarder Martin Bencher USA LLC used an LP400 

low profile skidding system from Canadian manufacturer Hydra-Slide Ltd to 

complete installation of 24 hulking loads at a power plant in Texas recently.
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Polymeric repair composites and protective coatings 

were almost unheard of when they entered the 

industrial repair and maintenance market, yet now 

industries have reached a point where the use 

of these materials is preferred to other traditional 

industrial practices. For many, they have overtaken 

repair methods such as welding and other forms 

of hot work, due to improved health and safety 

and additional benefits such as corrosion and 

erosion resistance. The chemistry of polymers 

allows these systems to be produced with a broad 

range of properties for use on a variety of industrial 

environments and operating conditions.

Historically, soybean oils or natural based products 

were the main component of polymers’ base 

material. Today, the majority of base components 

used in industrial coating polymers (binders) are 

synthetic, such as alkyds, epoxies, urethanes and 

silicones. Although most chemicals used in the 

composition of these synthetic binders can be 

made and used safely, there are those that can have 

unintended harmful effects.

Hazardous chemicals can pose substantial problems 

for both the environment and human health; 

therefore, improved management procedures and 

preventive policies are required to monitor the use 

of these substances. This includes strengthening 

the existing controls and responsibilities surrounding 

hazardous chemicals and formulating materials with 

less harmful chemicals during design, production 

and application phases.

Belzona’s approach to hazardous substances

Awareness of concerning chemicals, coupled with 

a proactive approach to eliminating hazardous 

substances, enables manufacturers to protect end-

users, comply with market legislation and protect the 

environment. Jason Horn, R&D Chemist for Belzona, 

highlights: “By taking a pro-active approach to 

chemicals management, we stay ahead of any future 

regulatory changes and restrictions. There is an 

on-going commitment to health and safety within the 

Belzona organisation and we are always looking to 

make our materials safer to handle and use, in order 

to protect staff, the end users and the environment”. 

As a result, there are certain hazardous substances 

that Belzona looks to actively remove from both 

repair materials and coatings alike. Among others, 

these include:

• Bisphenol A and alkylphenol

• Organo-mercury compounds

• Isocyanates

1. Bisphenol A and alkylphenols

Bisphenol A (BPA) has been widely used in the 

manufacture of epoxy-based building materials, 

high performance coatings, adhesives and 

composites. Used as an accelerator for epoxy 

systems, this component assists by providing 

faster cure times, particularly at low temperature. 

Similarly, alkylphenols, including nonylphenol and 

t-butylphenol, are commonly used plasticiser 

accelerators in epoxy-amine systems. Both are very 

effective plasticizers that lower viscosity and improve 

the cure speed of epoxy systems.

However, these chemicals are classified as CMR 

(Carcinogenic, Mutagenic, Reprotoxic) substances 

and are also toxic to the environment. In fact, some 

EU Member States have introduced national bans 

on the inclusion of BPA in food and drinks packaging 

due to the associated hazards with contact.

Undertaking the reformulation of existing epoxy-

based materials, Belzona has worked to remove 

hazardous substances such as alkylphenol and 

bisphenol A in the range. Alkylphenols, including 

nonylphenol and t-butylphenol, are frequently 

components of formulated amines and have 

traditionally been used in Belzona products. 

However, Belzona has actively targeted the removal 

of these components, to the point where nearly all 

Belzona materials exclude nonylphenol components.

Jason Horn explains: “It is in our interest to remove 

both t-butylphenol and bisphenol A from our 

products to make them safer for use and to protect 

the environment. It is important to do this without 

impacting on the performance of the materials. We 

are pleased to announce that, as a result of recent 

Cutting Down Harmful Chemicals In 
Coatings And Repair Composites

Polymeric materials manufacturer discusses their 

approach to hazardous substances.
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reformation work, Belzona 1131 (Bearing Metal), 

Belzona 1161 (Super UW-Metal) and Belzona 1321 

(Ceramic S-Metal) are now all alkylphenol-free.”

2. Organo-mercury compounds

Many different types of catalyst can be used in 

the production of polyurethanes and, along with 

other manufacturers, Belzona has traditionally 

used very low levels of mercury-based catalyst 

in the production of its polyurethane elastomers. 

Organo-mercury catalysts are extremely effective 

at providing a good balance between working life 

and rapid cure, leading to high mechanical strength. 

However, mercury-based materials are hazardous 

and pose a risk as potential CMRs. In fact, the U.S. 

Environmental Protection Agency (EPA) consider 

these compounds to be a bioaccumulative, 

environmental hazard and toxic to humans, 

ecosystems and wildlife.

First introduced in 1985, Belzona Elastomers were 

formulated using a mercury-based catalyst. Yet, 

in line with Belzona’s proactive approach to safety 

and the environment, there has been a desire to 

replace the mercury-based catalysts within the 

Elastomer range. Following the 2014 launch of the 

mercury-free Belzona MP Elastomers (2200 Series), 

Belzona has now released a full range of mercury-

free Elastomers with the reformulated Belzona D&A 

Elastomers (2100 Series). Jason Horn says: “In 

addition to improving human safety, we want to 

ensure our products cannot harm the environment. 

Therefore, Belzona actively looks to remove and 

replace any ingredients that could have a significant 

environmental impact. By doing this, we ensure 

that our materials are as safe and green as possible 

and we aim to achieve this without compromising 

performance.”

3. Isocyanates

Another significant hazard, potentially associated 

with polyurethane systems, is the use of 

isocyanates. Isocyanates are a family of reactive 

chemicals, which can react with compounds 

containing alcohol (hydroxyl) groups to produce 

polyurethane polymers. Repeated exposure to some 

isocyanates can lead to occupational asthma and 

other lung problems, as well as irritation of the eyes, 

nose and throat. Allergic skin reactions can also be 

possible.

Following reaction to form the hardened or cured 

polyurethane product, isocyanates are no longer 

active and therefore, pose no harm. Therefore, the 

potential for exposure comes during the application 

process, with isocyanates posing significant 

risk during spray application. Spray application 

generates a mist which can be readily inhaled and 

can lead to respiratory sensitisation or occupational 

asthma. As a result, it is important to ensure 

adequate protection when handling these materials, 

such as adequate personal protective equipment.

Isocyanates are very difficult to replace entirely 

because of the performance benefits offered by 

polyurethane systems and, indeed, Belzona uses 

materials containing isocyanate, primarily in the 

Belzona 2100 and Belzona 2200 Series Elastomers. 

However, these are relatively safe isocyanates as 

they are predominantly isocyanate pre-polymers 

with little or no free isocyanate. A pre-polymer has 

a lower isocyanate content by weight, as well as 

a lower volatility, which significantly reduces the 

hazards. As a result, they do not readily become 

airborne, posing only a small health risk to the user. 

Belzona’s cold-applied polymeric materials also do 

not require any hot work and allow for simple and 

safe application by hand without spraying, thus 

minimising the health and safety risks.

As an alternative to polyurethane based systems, 

Belzona has also developed flexible isocyanate-free 

technology for some applications, for example, as 

seen in Belzona 3411. This system offers peelable 

and resealable corrosion protection for flanges 

and other bolted assemblies. The non-hazardous 

solution features the flexibility of a polyurethane 

elastomer but is based on a completely new 

technology excluding the use of isocyanates and 

toxic metal catalysts.

Ensuring that hazardous substances are eliminated 

or, at the very least, minimised is crucial as the 

industry continues to progress. With increased 

legislation and awareness, chemical management 

has become integral for any manufacturer and 

their processes for sourcing materials and system 

designs. As a result, Belzona endeavours to keep 

health, safety and environmental protection at 

the forefront of all product development, without 

jeopardising quality and performance.

Belzona Polymerics Limited

belzona@belzona.co.uk

www.belzona.com
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This is largely due to the fact that the laser is a 

delicate machine with precision optics and not good 

at been moved.   However, the latest lasers are 

much more robust and can be loaded into a van and 

moved readily to attend a breakdown repair or repair 

a large machine that would take longer to strip down 

and take to the welders than it would for the welder 

to come to it.

Carrs come from a long history of doing site work at 

car plants and working on large work-pieces like the 

large diesel engines for MAN Diesels in Colchester 

which was rejected at the inspection and needed 

metal on in places to pass the rigorous inspection.  

Carrs also offer services in brush plating and pulse 

welding that is excellent technology for adding 

small amounts of metal in a precision deposit for re-

machining to the exact dimensions.  The laser has all 

but made the cold pulse and brush plating welding 

redundant in the shop but has not been good at site 

work until now.

 Powerful YAG pulsed lasers are available now which 

are easy to set up with forgiving optics which make 

the beam easy to align and less focus sensitive. 

Some welders claim to hand hold the optics. 

Carrs now offer a site work service which, 

depending on the application could be laser, Tig or 

cold pulse welding.  Depending on the application, 

Carrs would bring the most suitable equipment to 

the job and add metal to the workpiece. 

Cold pulse welding 

This process adds just 0.1mm thick of tool steel (it 

is no good on aluminium) at a time allowing quite 

precise deposits to be added at a time.  You can 

layer deposit so precise thicknesses can be added 

and then hand worked.   This application is good for 

a controlled thickness on a mould form or surface 

that needs controlling, like a gate area in a mould.  

It is also ideal for working on a machine or mould 

where hand polishing is the only option to finish the 

work particularly for deposits up to 0.5mm thick. The 

process is totally cold.

Laser welding 

This process would normally need finishing by 

machining, but is the best fused deposit that Carrs 

can do on-site. Depending on the application the 

laser is best for hard working surfaces and areas 

that are prone to heavy wear. Good on aluminium 

and steel surfaces it is the best service for deposits 

up to 2mm think. There is some heat with this 

process but has a very small heat affected zone and 

typically a HAZ about 1mm away from the deposit. 

Tig Welding

 A good process for big deposits over 2mm thick, 

but has to be screened off away from any person 

in eye sight as possible arc eye damage.  A hot 

process so will harden tool steel surfaces  and 

soften aluminium, but is best used if there is a leak in 

a water circuit or a face that needs  a large build up. 

Good on both aluminium and steel.

This small plane needs some remedial work that 

was part of the fuselage and it was not practical to 

strip down and take to the workshop for welding, 

so Carrs sent out a Tig welder to do the job in-situ. 

Having someone on fire-watch was necessary on 

this job, so the owner kept watch, whilst the welding 

continued.  A few hours later, the job was complete 

and the plane back in service.

Carrs have a solution to most welding problems 

whether it’s a repair or a build-up required just 

enquire via the web site with your location, the 

material details and the problem. Carrs can normally 

give an estimated price and success rating with a 

few pictures and some details over the email.

Carrs Welding Goes Mobile
For the last 24 years Carrs Welding Technologies have been a work-shop 

in Kettering for laser welding, ie a contract laser welding service. 

For further information visit:

http://www.carrswelding.co.uk/repairs/

mobile-services/

Above: Portable laser at Carrs for on-site 

laser welding

Below: On site in a hangar

Above: A typical set up for a repair on-site 

with the new mobile laser welder.
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The investment in the Wisconsin site improves 

its manufacturing, service and support offering to 

US customers across the board. “The opening 

of Airpes US LLC allows us to be closer to our 

customers,” said Josep Compte, CEO of Airpes, 

who heads up the new operation. “We hope to 

get more opportunities to provide US customers 

with our specialist material handling and weighing 

equipment technology, and so it will be critical to 

provide our valued clients with unrivaled service in 

both installation, and before and after-sales.” He 

added: “We also feel what truly sets us apart is our 

engineering department and our ability to develop 

lifting solutions never seen before.”

Airpes has been carefully planning the opening of its 

US operation for nearly two years, and is focusing 

on promoting its overload and monitoring devices 

for overhead cranes. This range includes a variety of 

load limiters and load cells, displays and Autec radio 

remote controls.

Airpes US LLC is also eager to explore the 

development of customized, tailor-made solutions 

for crane builders. “We have a strong engineering 

department where we develop new ideas and 

solutions,” said Compte.

The company will also continue to focus on the 

supply of handling equipment that has been 

successfully employed by customers across the 

globe, including coil tongs, lifting beams, transfer 

cars, remote control systems, electro-permanent 

magnets and weighing hooks.

“Our customers should feel our after-sales service 

improve day after day. Part of this service will be 

attended by local technicians with the same culture 

and way of doing things as clients, and this should 

be better for all of us,” added Compte. “Apart from 

that, we will hold some stock of products that will 

be delivered faster so our customers in the US know 

they can rely on us day-in, day-out.”

Compte added that he is excited by the opportunity 

to further serve the US market. “The US market 

is bigger, more open, flexible, and faster than any 

other market we are involved in currently. It’s an 

opportunity we will successfully grasp, supported 

with a six-strong team by the end of 2016.”

Airpes operates on a global basis with a 

comprehensive network of official dealers in addition 

to its own branches.

Airpes Expands US Service Offering with 
Opening of New Operation

Airpes, a weighing systems and lifting equipment specialist, has expanded 

its presence in international markets, and boosted its customer service 

proposition, with the opening of Airpes US LLC.

Airpes works with companies such as 

Airbus, Alstom, Konecranes, GH, Gonvarri 

Steel Industries, and TATA. The company 

can be reached in the US at 11516 N. 

Port Washington Road, Suite 1C, Mequon, 

Wisconsin 53092 and on +1 414 553 2300.
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All the JDN products, which include both 

compressed air and hydraulically operated units are 

Explosion Protected as Standard. 

This ensures that all JDN products are safe for 

continuous and long-term operation in potentially 

explosive chemical atmospheres as well as the 

more insidiously dangerous conditions where high 

levels of airborne dusts exist. This can include 

combustible dusts, high concentrations of airborne 

dusts, or wherever a dust cloud is confined with an 

oxidant present (ie typically atmospheric oxygen) 

and particularly where there is an ignition source. 

The oxidation of other commonly known materials 

such as coal and sawdust can also be the source 

of a dust explosion. However, many other normally 

inactive materials such as grain, flour, sugar, 

powdered milk and even powdered metals can form 

potentially explosive dust cloud suspensions in a 

busy working atmosphere.  

The easy to use Profi TI hoist range is the workhorse 

of the industrial and commercial world, and the 

operating air supply can be set at 4 or 6 bar 

pressure, with a standard load lift height of three 

metres being provided throughout. Other optional 

lift height requirements can also be specified and 

accommodated as required.

Their Profi TI range of air operated hoists includes 

a total of 19 models providing lift capacities from 

250kg up to an impressive 100 tonnes. These 

incorporate many years of design and development, 

and have successfully proved their versatility and 

universal reliability following installations within 

a wide range of light, medium and heavy duty 

industrial workplaces. Their compressed air power 

supply is also utilised for control functions. It does 

not initiate sparks, so providing an unbeatable 

advantage when hoists are operating in potentially 

explosive atmospheres. Even greater safety can be 

achieved by the prevention of sparks generated by 

static discharges or metal to metal friction contacts.

Standard versions of JDN hoists and crane systems 

(which utilise Profi TI hoists for lift operations) 

have the explosion protection / classifications and 

markings EX II 2 GD IIA T4 / II 3 GD IIB T4.

Increased spark protection can be achieved, which 

involves copper galvanisation plating of the hoist 

bottom block and load hooks, together with fitting 

brass safety catches to achieve a rating of

EX II 2 GD IIB T4.

With even further increased spark protection for 

explosion group IIC, the hoist horizontal movement 

trolleys incorporate running wheels and travel 

gearing which are manufactured in bronze for an 

impressive EX II 2 GD IIC T4 rating.

All Profi TI hoists incorporate a top suspension 

hook, with optional overhead trolleys also available 

to accommodate lateral movement of suspended 

loads. Three trolley options incorporate load traverse 

movements combined with precise load positioning. 

One trolley is manually operated for horizontal 

movement of the suspended load. A second trolley 

has a manually operated reel chain mechanism for 

lateral load movements. The third motorised trolley 

provides traverse as well as load raise and lower 

movements, together with precise load positioning, 

utilising compressed air power. All trolley systems 

can negotiate overhead rail curvatures, with trolleys 

optionally fitted with rack and pinion drives for safe 

load handling on offshore platforms and sea going 

vessels. For installations with overhead space 

constrictions, a low headroom trolley option is also 

available, suitable for loads up to six tonne.

The hoists are all 100% duty rated with unlimited 

duty cycles, so minimising any downtime conditions. 

Extensive Handling Equipment Range Features 
Explosion Protection As Standard

The J D Neuhaus extensive range of handling equipment, including 

hoists and cranes are all engineered for extremes, providing safe 

operation in dust laden atmospheres or other explosion-hazardous 

areas such as the chemical manufacture and processing environments. 
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Their compact modern design eliminates any 

protruding control hoses or similar external parts 

susceptible to damage, emphasising the suitability 

of the Profi range for even horizontal pulling. These 

standard hoists are also insensitive to atmospheric 

dust or humidity and can withstand working 

temperatures ranging from  20°C to +70°C. Their 

patented, low maintenance vane motor brake 

systems ensure fail-safe starting and positive 

braking, while also being low maintenance as well 

as providing lube-free operation. Various pendant 

controls can be fitted for sensitive, single speed, 

multi-function or remote control operation. These 

design-led hoists also provide strong, fast and 

silent operation combined with high performance 

efficiency and reliability even when operating at 

high lifting and lowering speeds. The compact hoist 

designs ensure minimum product dead-weight, and 

when operating with loads from one tonne upwards 

also feature overload protection as standard. 

Selected models from the range of air operated 

hoists and trolleys can be supplied with nickel plated 

components for clean room operations and other 

specialist applications that also require hygienic 

working conditions or washdown facilities. These 

include chemical and pharmaceutical production 

establishments, together with the food and drink 

industries covering all aspects of both handling and 

product manufacture.

The models currently available in the nickel-plated 

range include: the Profi TI hoists with 0.5 and 

1 tonne lift capacities, together with a big-bag 

handling unit with a rated 1 tonne lift. A low 

headroom trolley hoist of 1 tonne capacity is also 

available, which is designed for operation in areas 

subject to low headroom capacity. Where Profi 

hoists are utilised with trolleys for overhead rail 

mounting, both manual operated (type LN) and 

motorised (type LM) trolleys can be provided which 

have also been subject to appropriate nickel-plating 

treatment for use in hygienically critical areas. 

For less severe operations the JDN Mini hoist range 

is available for light – medium lifting requirements. 

These cover four models for individual lift capacities 

of 125/250/500 and 980kg, with manipulator 

variations available for single handed operation 

during lift/lower/traverse and even final load 

positioning operations.

Hydraulically operated versions of the JDN Profi 

range can also be made available, together with 

hoists specifically designated for operation within 

unique working conditions. These include hoists 

available with compressed air or hydraulic operation, 

which are suitable for underwater work. These 

specialised hoists have been utilised in subsea 

conditions to provide weightless underwater 

movements of suspended loads. Typical operations 

have included the replacement of a 45 tonne 

replacement rudder blade for a cargo ship while 

remaining at sea.

Overhead monorail air hoists having air or hydraulic 

drives can also be supplied with 11 models in 

the range covering lift capacities from 10 to 100 

tonnes. Further ultra low headroom versions are 

also available for lifting operation up to 100 tonnes 

including specialised products available for BOP 

handling up to 200 tonnes. Hoists for specialised 

lifting in cryogenic conditions down to temperatures 

of -45°C are also now available.

Full crane systems together with self assembly crane 

kits can be provided for onshore/offshore operations 

with optional compressed air/hydraulic drives. These 

products can be supplied to suit individual customer 

requirements including jib cranes, plus top running 

and underhung overhead travelling cranes. 

All JDN products are covered by a worldwide service 

for annual checks, inspection and repair together 

with complete overhaul and installation facilities.

Further information is available on request to:

J D Neuhaus GmbH & Co. KG, 58449, 

Witten-Heven, Germany

Telephone: +49 2302 208-219

Fax: +49 2302 208-286

e-mail: info@jdngroup.com

www.jdngroup.com
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Selective catalytic reduction (SCR) is the key 

to observing the ambitious limits enforced for 

NOx emissions from commercial vehicles. For 

15 years, Bürkert has been supplying not only 

valves for exhaust gas scrubbing systems for 

use in commercial vehicle motors but also 

complete dosing systems for large motors. At 

the IAA 2016 in Hanover, the fluid control experts 

advised on the application-specific design of 

SCR systems.

SCR dosing modules often contain components 

such as a proportional valve, a switching valve, a 

temperature sensor, a pressure sensor and a heating 

element, mounted on a vehicle-specific base unit. 

The key factor here is to ensure that the reaction 

agent can be measured reliably and with repeatable 

precision. It is also important for the dosing modules 

to be long-lasting, compact and lightweight. Bürkert 

acts as a single source for all of the technologies 

that offer these features, with not only valves, 

sensors and complete dosing modules but also 

base units made of stainless steel and plastic and 

systems engineering services.

Customized SCR systems not only scrub exhaust 

gases, but can also optimize the performance and 

efficiency of trucks, buses, construction, mining and 

agricultural machinery, because the diesel units of 

these can be operated without negatively impacting 

upon the environment at the ideal operating points. 

So that they can reliably perform their duties, they 

must be highly resistant to heat and the effects of 

chemicals, and be absolutely leaktight. This is why 

Bürkert’s electromagnetic shut-off and control valves 

have specially cast coils that are produced in-house. 

Bürkert’s engineers integrate them into the dosing 

units in accordance with the given application for 

a variety of power classes, enabling them to be 

optimally scaled in a cost-effective fashion with few 

interfaces. Dosing modules increase integrity and 

reduce the work involved in installation and testing.

Bürkert’s system components, customized for the 

special operating conditions, allow the reducing 

agent to be precisely dosed. Type 200 switching 

valves and type 2861 proportional valves are usually 

at the heart of these well-established dosing devices 

with the standard flow ranges. The direct-acting 

solenoid valves control the reducing agent and 

the compressed air. The materials used for the 

housing and seal, the degree of protection and the 

special-purpose electrical connections can all be 

customized. The long-lasting, well-developed valve 

technology, combined with the fluid control and 

production expertise of Bürkert, ensure that the 

SCR systems process gases and liquids such as 

ammonia and urea solutions reliably with precision 

dosing throughout the commercial vehicle’s life.

About BÜRKERT

Bürkert Fluid Control Systems is one of the world’s 

leading manufacturers of measuring, control and 

regulating systems for liquids and gases. Bürkert 

products are used in a wide range of industries 

and applications – ranging from breweries and 

labs to medical, bio-engineering and aerospace 

technology. With a portfolio of more than 30,000 

products, Bürkert is the only supplier to offer all fluid 

control system components, from solenoid valves 

to process and analytical valves, from pneumatic 

actuators to sensors.

With its headquarters in Ingelfingen in southern 

Germany, the company has a wide-ranging sales 

network in 36 countries and more than 2,500 

employees worldwide.  Bürkert continuously 

develops customized solutions and innovative 

products at its five Systemhaus locations in 

Germany, China, and the USA, and in four research 

centers. The product range is supplemented 

by BürkertPlus, the comprehensive service that 

supports customers throughout the entire product 

life cycle.

Dosing Modules – Absolute Precision Control of SCR
Bürkert supplies dosing systems and exhaust gas scrubbing components 

for tailored SCR systems

For Further Information:

Visit: www.burkert.com

www.facebook.com/Buerkert.Fluidtechnik

www.twitter.com/buerkertfluid
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