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FROM SPRAY NOZZLES TO SAFETY SHOWERS

Wherever hazardous materials are being handled, used or processed 
the deployment of safety showers is often required by law.

Compliance with safety standards and regulations is an increasing 

necessity for any business, as failure to provide adequate showers can 

expose any company to potential litigation.  To meet the increasing 

demand BETE Ltd - The Spray Nozzle People, are pleased to announce 

a significant expansion and diversification of their product range.  BETE 

will now be representing FSP Tech, a German manufacturer of industrial 

safety showers and eye wash units, as their exclusive UK distributor.  

The new range of products fits very well with BETE’s existing customer 

base, explains BETE’s Marketing Director Ivan Zytynksi.

“We are already well known as a quality supplier of nozzles and spray 

technology for a wide range of industrial, food processing and chemical 

production applications.  Many of the customers that trust our expertise in specifying spray nozzles 

will also require safety showers so it’s a logical extension of our offering.”

Whilst the markets for spray nozzles and safety showers do overlap considerably there are 

differences between the way people search for such products. Further to this the BETE brand is 

specifically associated with spray nozzles only.  Therefore, to avoid possible confusion BETE have 

made the decision to market their safety product through a new trading name “The Safety Shower 

People”.

To this end  a new website www.safetyshowerpeople.co.uk has been launched which gives detailed 

information on all safety shower products, tips on satisfying safety standards and information on 

safety shower best practice.

The aim of the site is to provide prospective customers with clear and concise information to guide 

them to the correct products for their specific needs.

Further information on The Safety Shower People is available at:

http://www.safetyshowerpeople.co.uk   |  Tel: +44 (0) 1273 400092

Or contact: Ivan Zytynski, BETE Ltd,

PO Box 2748, Lewes, East Sussex, BN8 4BA, UK

These are on the 750mm bi-directional pipeline tie-in 

to the Minimum Offtake to connect  the underground 

Gas Storage Infrastructure being developed by 

Storengy UK Ltd, a subsidiary of Gaz de France.

Following shotblasting to the Swedish St 2 standard, 

Murphy  applied the Denso Protal 7000 which enabled them to obtain a 

required coating thickness of 1000 microns in two applications.

Winn & Coales Denso Protal coatings give effective anti-corrosion properties by 

forming a firmly bound corrosion inhibiting film on the metal surface. The result  

is a thick, effective physical barrier against air and moisture which remains 

permanently flexible. The brush grade can be applied by plural Hydrocat spray.

Denso Protal Again Chosen for Brine 
Fields Weld Joints

Having used Winn & Coales Denso Protal, with its corrosion 

resistant properties, to coat steel welded joints and fittings on  the 

900mm Stublach Minimum Offtake contract for National Grid, J 

Murphy and Sons Limited have again chosen Denso Protal 7000 

brush grade  to protect additional welded joints and fittings.

Winn & Coales (Denso) Ltd, Chapel Road, London, SE27 0TR

Tel: 020 8670 7511. Fax: 020 8761 2456

e-mail: mail@denso.net  web: www.denso.net

Parts are produced to individual customer 

specifications and range from simple compression 

moulded membranes through to complex three-

dimensional components injection moulded to tight 

dimensional tolerances.

The company offers a full service, from assistance 

with design through to the manufacture of 

prototypes and on to full production. Most tooling 

is manufactured in house and a rapid prototyping 

service enables fast time to market.

Also the broader capabilities of the James Walker Group, with its materials 

technology expertise in elastomers, polymers, composites and engineering 

plastics within its core disciplines of high performance sealing and tribology.

James Walker Keaflex Highlights Custom 
Moulding Capabilities

Elastomer engineering specialist James Walker Keaflex, 

the Hampshire based manufacturer has  custom moulding 

capabilities with a wide range of elastomers, including 

liquid silicone rubber.

James Walker Keaflex

Woolmer Way, Woolmer Trading Estate, Bordon, Hampshire, GU35 9QE, United Kingdom

Tel: +44 (0)1420 473645  |  Fax: +44 (0)1420 487498

Email: keaflex@jameswalker.biz  |  Web: www.jameswalker.biz/keaflex

Two years ago, the 50 

year old power station’s 

Turbine Hall was 

emptied of plant and 

the building demolished 

however the plant 

continues to employ 

staff during Care and 

Maintenance phase 

of the de-commissioning process. The Multi-Elec was selected, for maximum 

safety and minimum interruption to provide space heating and hot water supply 

for the remaining buildings. 

The Multi-Elec has a range of 90kw – 980kW, for closed heating systems with 

a maximum working pressure of 4 BARS. The added benefit of the Multi-Elec is 

that its guarantee outlives the building’s demolition date of 2015 which will allow 

it to be installed at an alternative location.

Electric Boiler meets heating needs at de-commissioned 
Nuclear Power Station

Atlantic Boilers have supplied a Multi-Elec 180kW electric boiler at 

Bradwell Power station - a 50 acre site near Bradwell-on-Sea, Essex.

For more information see www.atlanticboilers.com 

email: info@atlanticboilers.com, Tel: 0161 621 5960
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Blowing down a boiler is necessary to ensure that 

the boiler can deliver clean, dry steam to the heating 

system, but getting it wrong can lead to preventable 

energy losses.  

In many boilerhouses, the blowdown valve is manually 

opened at regular intervals by the boiler operator 

and the water removed is just dumped to drain. The 

operators of these sites fail to recognise the tremendous 

cost savings that could be achieved by investing a 

relatively small amount in the latest automatic blowdown 

control systems. Payback times of only a few months 

are possible.

Why is boiler blowdown needed?

Blowdown is essential to control boiler water 

contamination. As a boiler generates steam, any 

impurities that are in the boiler feedwater and which 

do not boil off with the steam will concentrate in the 

boiler water.  As these dissolved and suspended solids 

become more concentrated, steam bubbles fail to burst 

as they reach the water surface. They accumulate in the 

void above the boiler water and ultimately get carried 

over into the steam system. Not only does this make the 

steam leaving the boiler excessively wet, but it contains 

contaminants that could clog and damage control 

valves, heat exchangers and other equipment.

Blowdown is the process of drawing off boiler water, 

which is then replaced with clean water from the 

feedtank to reduce the concentration of contaminants. 

But removing hot boiler water also removes energy from 

the steam system.

How much energy is lost during blowdown?

The amount of energy contained in water taken out of 

a boiler during blowdown can be considerable. Blowing 

down a 10,000 kg/hr boiler running at 10 bar g can 

produce an energy flowrate of up to 240 kW. To put this 

into context, this energy flowrate would heat 19 houses 

with an average domestic central heating system rated 

at about 13 kW. 

With this kind of energy flowing, it is it important to 

ensure that a boiler is not subjected to an excessive 

blowdown rate, which is typical with manual blowdown 

routines. 

How is blowdown done?

There are two types of boiler blowdown, each 

performing a different function. Side blowdown controls 

the Total Dissolved Solids (TDS) level by drawing off 

boiler water via a small bore valve fitted just below the 

minimum boiler water level. Water can be taken off 

continuously or in bursts at regular intervals. This water 

is then passed into a heat recovery system for highest 

energy efficiency.

The second type, bottom blowdown, uses a large 

bore valve fitted to the base of the boiler. This method 

involves fully opening the valve for a few seconds at 

regular intervals, which is the best way to remove the 

sludge lurking at the bottom of the boiler. If not removed, 

the sludge can build up and cause hotspots and boiler 

damage.

Bottom blowdown is too intermittent to make heat 

recovery practical, so the blowdown is typically vented 

into a steel blowdown pressure vessel that can safely 

cool the water and vent any flash steam that is created. 

Several boilers can use the same blowdown vessel.

Is it better to control boiler blowdown manually 

or automatically?

Manually controlled boiler blowdown entails the boiler 

attendant opening the side and bottom blowdown 

valves at set intervals during the day. The drawback 

of this method is that, almost invariably, operators will 

err on the side of caution and a much larger volume 

of water will be drawn off than is necessary, wasting 

energy and water treatment chemicals.

Much better is to install automatic blowdown control 

systems. These ensure the minimum blowdown rate is 

achieved. Not only does this minimise energy loss from 

the boiler, but it also eliminates the need for skilled boiler 

operators to be tied up performing this tedious task.

Automatic TDS control measures the actual TDS level 

and water is drawn off the boiler continuously, but at a 

varying rate to maintain a steady TDS level. This is the 

most efficient way to control your blowdown and will 

save much energy.

Bottom blowdown is also best controlled automatically. 

This entails the automatic opening of the bottom 

blowdown valve at timed intervals to remove sludge. 

Again this has the added benefit of freeing plant 

personnel for other tasks and minimises energy loss.

Why install heat recovery?

Without heat recovery, the energy in the blowdown 

water would wasted, but with proper heat recovery 

about 80% of this energy can be recaptured. The 

savings are considerable with the system paying for 

itself within months.

As blowdown water is drawn off it flashes to low 

pressure steam, which can be captured by a flash 

vessel. This separates the flash steam from the 

condensate. From here, the flash steam is fed to 

the boiler feedtank to heat the feedwater, while the 

remaining hot condensate is passed through a heat 

exchanger. The heat extracted from this is also used 

to pre-heat the make-up water. Finally, the cooled 

condensate can be discharged to drain.

What other considerations are there?

Both side and bottom blowdown systems for boiler 

houses with multiple boilers need special safety 

measures.

The installation of TDS controls on multi-boiler plants 

should include a non-return valve and an isolation valve 

to prevent pressure from one boiler being imposed on 

another. This is particularly important when one boiler 

is shut down, as the TDS control valve may not be 

designed to seal against pressure on the downstream 

side.

How much are these systems?

The cost of boiler blowdown and heat recovery systems 

are relatively low and are quickly recouped through 

energy and manpower savings. A typical  payback on 

investment on an automatic system would be less than 

two years.

Increase Energy Savings With Accurate Boiler Blowdown
Boiler blowdown is probably one of the most regularly completed, 

but least understood areas of boiler operation.

Paul Mayoh

Spirax Sarco, Cirencester Road, 

Cheltenham, Gloucestershire, GL53 8ER

Telephone: 01242 521361

Email: ukenquiries@spiraxsarco.com.

Website: www.spiraxsarco.com/uk
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These dryer products, which were initially introduced 

in 2012, have established performance credentials 

which have now been even further enhanced 

following this latest development.

The new compact heat exchanger unit ensures 

maximum efficiency of the heat transfer process 

which is achieved at the lowest energy cost. While 

proven worldwide components utilised for the Tundra 

refrigerant system ensure maximum operating 

reliability, liquid receivers, line dryers, thermostatic 

expansion valves and other safety features also 

help to protect the Freon compressor and its 

components. Unlike other heat exchangers, the flow 

mixing chamber is located at the outlet of the air/air 

exchanger. This ensures that the air temperatures 

are stabilised with a uniform air flow entering the 

evaporator allowing for optimum exchange within the 

refrigerant fluid.

The Tundra products operate with minimal air 

pressure drop due to the unique heat exchanger 

configuration, whilst also maintaining a constant 

+3°C dewpoint. Additional energy savings have also 

been achieved with the provision of optional Hi-line 

zero loss (ZLD) condensate removal autodrains.

A total of 16 models are available ex-stock in the 

range covering air throughput flow capacities from 

21 to 1605 scfm (35 – 2720 m3/hr). Eleven of the 

smaller models in the range run off a 230V single 

phase 50Hz supply with the balance run from 

400V three phase 50Hz. All units are designed for 

operation at varying air pressures of 2 – 16 barg 

with a maximum inlet air temperature of 60°C, and 

ambient air temperatures of between 0° - 50°C 

can be accommodated. A high pressure range for 

operation at 50 barg can also be manufactured to 

order, together with larger dryers up to 9988 cfm flow 

rates.

Hi-Line Tundra Dryers Even More Efficient
The Tundra range of refrigerant air dryers from Hi-line Industries are now 

supplied with an ultra high-efficiency, single-cell heat exchanger, providing 

improved condensate removal combined with a reduction in energy usage.

The latest refrigerant air dryer in the Hi-line Tundra 

ex-stock range fitted with newly developed heat 

exchanger ensuring a reduction in energy usage.

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

A major benefit for the customer is the simplified contractual 

route that the extended scope contract enables by reducing the 

number of separate sub-contractor contracts.

For many years Buscot Weir on the River Thames had been 

equipped with electric motors that were used to adjust the 

position of two sluice gates in order to manage the river level and 

flow rate during fluctuating weather conditions. These motors, 

with the associated valve shafts and an electrical control panel 

in an adjacent building, had become obsolete and required 

replacement to safeguard the river banks from potential flooding 

in the future.

As well as replacing all the obsolete equipment, the Environment 

Agency wished to ensure that future inspection and maintenance 

could be carried out safely. To achieve this it would be necessary 

to construct a new access walkway platform along the length 

of the weir. Following the preliminary site survey of the existing 

installation, Rotork Site Services submitted a contract proposal to 

the principle contractor AMCO Engineering which encompassed 

project management services and the total supply of all the 

Rotork Site Services

Rotork House, Brassmill Lane, Bath BA1 3JQ, UK

Tel:  +44 (0) 1225 733200  |  Fax: +44 (0) 1225 333467

information@rotork.com  |  www.rotork.com

River Weir Upgrade Demonstrates Rotork’s Extended Scope Capabilities
A recent UK Environment Agency river management scheme has demonstrated 

the ability of a Rotork Site Services extended scope contract to provide project 

management and organise all the mechanical, electrical and civil engineering work 

required to complete the project.

elements of the project – new valve actuation, valve adaptation, 

wiring and control panel, new walkway platform, removal of old 

equipment, installation of new and commissioning.

Upon acceptance of the proposal, Rotork engineers returned 

to site to carry out a detailed survey to enable the replacement 

equipment to be dimensioned, designed and fabricated and to 

organise all the other equipment needed for the installation work 

such as scaffolding and temporary access. In this case it included 

the provision of pontoons by a company that specialises in 

safeguarding working environments when the presence of water 

is a potential hazard.

Rotork’s design team was able to replace the two existing electric 

motors with a single IQ3 electric valve actuator to operate both 

sluice gates simultaneously, driving through a combination of new 

shafting and three gearboxes supplied by Rotork Gears. The IQ3 

actuator is certified as watertight and temporarily submersible 

to IP68, providing secure environmental protection for long term 

reliability in all anticipated ambient conditions. As the installation 

is adjacent to a public footpath, additional security is provided by 

the fitting of a vandal-proof cover over the actuator’s local control 

buttons to prevent any unauthorised operation or interference.

Rotork Site Services co-ordinated the manufacture and 

fabrication of all the new equipment and materials required for 

the upgrade. When this was completed, engineers from Rotork 

and the sub-contractors were back on site to remove the old 

equipment, install the new actuator and valve shafting with control 

panel, wiring, walkway platform and all associated ancillaries, 

completing the installation and commissioning within seven days.
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“For those thinking of embarking on a boiler 

replacement project, the good news is that carrying 

out work to upgrade a system needn’t be as 

intrusive as you might expect. Whilst one solution 

definitely doesn’t fit all, there are ways and means 

of integrating new condensing boilers into existing 

systems and pipework, without the risk of any 

contamination of the primary boiler circuit or loss of 

performance.  

“Today, most high performance condensing boilers 

need to be installed as part of a sealed system, 

and those that don’t still benefit greatly from being 

separated from an old system where the water 

quality may be difficult to control. For certain 

applications, conversion from an open vented to 

a sealed system can be tough to achieve with 

potential leaks from old pipework and fittings to 

consider, as well as the possibility of corrosion 

problems if the water from an old system is allowed 

to circulate freely around a brand new condensing 

boiler.

 

“In situations like these, the most practical way 

of overcoming this kind of problem is to leave the 

existing system open vented whilst separating the 

boiler primary circuit using a stainless steel plate 

heat exchanger. Introducing a plate heat exchanger 

to the system ensures a safe and protected primary 

circuit for the new condensing boiler, whilst also 

ensuring there is no risk of an increase in corrosion 

to the existing system at the same time.  

“The most usual position for the plate heat 

exchanger is to replace the low loss header usually 

associated with modular boiler cascade systems. 

Fitting a low loss header allows the creation of a 

primary circuit, within which water velocity can be 

maintained at the required constant, regardless of 

changes or requirements in the secondary circuits. 

In cases where plate heat exchangers have been 

introduced there is no longer a need for the low loss 

header as there is now no chance of the system 

pumps having influence over the boiler shunt 

pumps. 

“From the point of view of control, the plate heat 

exchanger functions in much the same way as a 

low loss header does. The system strategy sensor is 

placed on the secondary flow, which compensates 

for any flow temperature loss across the plate heat 

exchanger (typically at 5°C). However, it is vital that 

the heat exchanger is correctly sized to ensure both 

the correct heat transfer and hydraulic resistance 

can be handled by the boiler and the system pumps.  

“Over the years, condensing boiler heat exchangers 

have become significantly more sophisticated, as 

manufacturers have optimised designs to deliver 

greater outputs from highly efficient, compact 

exchanger units. As a result of being smaller by 

design, some compact heat exchangers can have 

small water ways that are in danger of becoming 

blocked if large debris finds its way in. 

“Depending on the system condition, the addition 

of a strainer, a filter, or even a dirt separator, on 

the common return to the plate heat exchanger 

is recommended to protect the unit from debris 

that has not been successfully flushed from the 

old system. Where plate heat exchangers have 

been installed, the expansion vessel required 

to accompany the installation can be sized to 

accommodate the expansion of water of the small 

primary circuit. 

“This is another plus for investors, as it saves on 

both cost and space when purchasing a much 

larger vessel that may otherwise be required if a 

plate heat exchanger is not incorporated into the 

system design. It is however, important to note that 

the filling arrangement will still need to comply with 

the requirements of the Water Regulations relating to 

the size of the boiler and the property – typically fluid 

category 4.   

 

“Finally, on the secondary side of the heating 

system, the position of the existing open vent and 

cold feed will need to be considered carefully, as 

the changes made to the system may mean further 

alterations are required. Within the new system, the 

plate heat exchanger effectively becomes the heat 

source and therefore careful consideration needs to 

be given to the positioning of the open vent and cold 

feed in relation to the existing heating pumps. 

“Although clearly there is a lot to consider where 

any installation work is undertaken to improve the 

efficiency of a current heating system, above all it 

is reassuring for investors to know there are ways 

and means of managing the process within existing 

parameters to make it as smooth and effective as 

possible.”

GAIN WITH NO PAIN
Robert Brown, Technical Manager for Industrial Boiler Plants, at Bosch 

Commercial & Industrial Heating, explains how modern condensing 

boilers can be introduced to upgrade existing heating systems with the 

minimum amount of upheaval for maximum savings:

Over the years, condensing boiler heat 

exchangers have become significantly more 

sophisticated.

Condensing boilers can enhance efficiency 

levels with minimum upheaval.

Rob Brown, technical manager - industrial 

boiler plants  at Bosch Commerial & Industrial 

Heating

For more information on the products and 

services offered by Bosch Commercial and 

Industrial Heating, call 0844 892 3004 

or visit www.bosch-industrial.co.uk.
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Following consultation with contractors McNicholas 

it was proposed that the use of Winn and Coales 

(Denso) Ltd’s Steelcoat 100/400 system to provide 

long term protection from corrosion in the aggressive 

marine environment. The heavy duty Steelcoat system 

comprises Denso Hi-Tack Primer, Densyl Mastic, 

Denso Hi-Tack Tape, Denso Ultraseal Tape and Denso 

Acrylic Topcoat.  It was chosen due to its proven properties for long term protection 

and its suitability for application to surfaces with minimum surface preparation.

The Denso Steelcoat system was applied by EB Gas Services Ltd of Newry under 

the supervision of McNicholas. Surface preparation to remove old loose paint coating 

was carried out by EB Gas Services using hand scrapers and wire brushing.

firmus energy are delighted with the completed application which included matching 

the Denso Acrylic Topcoat to the colour of the existing overall bridge structure.

Winn & Coales (Denso) Ltd

Chapel Road, London SE27 0TR

Tel: 020 8670 7511. Fax: 020 8761 2456

e-mail: mail@denso.net  web: www.denso.net

Denso Steelcoat Chosen For Derry Gas Pipeline
Firmus energy, who are a gas network operator responsible for the supply of 

natural gas to over 10 major cities and towns in Northern Ireland recently 

decided to upgrade the protection to a 360m long 273mm dia. pipeline 

carrying natural gas across the River Foyle in Derry/Londonderry.

Strong and robust, yet light to handle, S/ST range 

benefits include an easy-fit system, simple cost-

effective maintenance, rugged durability and low 

noise omissions. The range includes 9 different 

sized fans, each directly driven (rather than belt 

driven types which are expensive to run and 

maintain) and with a sufficient choice of speeds. 

Air extraction rates vary up to 10,000 m³h. Each 

size of fan has colour-coded fittings for ease of identification and product 

recognition. 

Both ranges are available from stock and can be supplied with weather-

protecting motor housings and related accessories, including inverters. Axair 

can also assist with system selection and application advice. 

AXAIR FANS: FUME FAVOURITE FOR 
EXTRACTION SYSTEMS

Ideal for harsh environments such as chemical processing or 

waste water treatment, the ‘S’ and ‘ST’ fan range are made 

from corrosion resistant polypropylene and designed with 

adherence to the exacting standards required for storage 

cabinets, extraction hoods, filtration plants and most 

industrial and commercial fume handling equipment.

For more information contact one of our engineers today. 

Axair Fans UK Ltd   |   01782 349430   |   www.axair-fans.co.uk

They are located in hall 27 which is dedicated to Move and 

Lift equipment, where information on the Neuhaus range 

of hoists and cranes will be available. These products 

include both their hydraulic and air operated equipment, 

with the latter being designed and appropriately Ex rated 

for safe operation within potentially explosive atmospheres 

or otherwise dirty, dusty or similarly hazardous operating 

conditions.

Their products can be supplied for light, medium and 

heavy duty lifting and pulling operations ranging from 

250kg up to 100 tonnes per unit, with twin hoist products 

utilised in tandem or parallel operations providing the 

capability of individual vertical lifts and load movements 

in excess of 200 tonnes. Backed-up by worldwide 

engineering support and representation, the J D Neuhaus 

products combine reliability with 100% duty ratings 

for wide-ranging engineering requirements, as well as 

specialised applications including mining, tunnelling, 

shipbuilding, steelworks, chemical plants, oil and gas 

exploration and ore extraction. With a product range that 

has been built and engineered for extremes, operating 

performance, reliability and longevity is also guaranteed.

The JDN Profi and EH range of hoists will be represented 

electronically with a split-screen presentation. This will 

also be complemented with an iPad Park for use by 

stand visitors, providing interactive product presentations 

(offline microsite or interactive PDF). The latest versions 

of the JDN Profi and EH hoists will also be featured in 

operation, within a shipyard and offshore rig respectively, 

with these applications illustrated through wire frame 3D 

technology. Additional products also being electronically 

represented include JDN mini air hoists for lighter 

engineering applications together with both air and 

hydraulically operated Profi and monorail hoists together 

with cranes and crane kit systems. Trolley systems to 

provide horizontal load movements for overhead rail 

mounted hoists will also be featured, including trolley 

systems for low and ultra low headroom applications. 

Specialised products including the latest subsea hoists (for 

operation at depths of 70 metres), together with cryogenic 

hoists for operation at arctic temperatures down to  40°C, 

and big-bag handling hoists for the efficient handling of 

powder or other free flowing materials will also be digitally 

represented.

The latest versions of both the new Profi and EH hoists, 

rated for 75 and 100 tonnes load applications, will also 

be featured, highlighting increased speed for both lift and 

lower operations, even under fully loaded conditions. 

This is combined with appreciable air/power savings, 

reductions in both physical sizes and sound levels during 

operation. These benefits result from the introduction of a 

new air motor unit which provides 10kW output at 6 bar 

air pressure.

Ex Rated Move & Lift Equipment At CeMAT 2014
J D Neuhaus will be exhibiting on stand No F41, at the CeMAT 2014 international 

exhibition being held on 19th – 23rd May 2014 in Hannover.

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

Artist’s impression of the J D Neuhaus 

stand no F41, hall 27 at the CeMAT 2014 

exhibition.
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These ’F-gases’ are extremely powerful greenhouse 

gases that trap heat in the atmosphere, contributing 

to global warming – most are between 1,000 and 

20,000 times more powerful than CO2 in terms of 

their impact on the atmosphere.

 

Not only are F-gases harmful to the environment, 

they are also extremely toxic and represent a 

significant health risk if inhaled. SF6 also poses an 

asphyxiation risk as, once inhaled, it may be too 

heavy to expel from the lungs.

 

In EU, the use and emission of F-gases comes 

under Regulation 842/2006, which mandates 

leakage control and regular checks. Leakage checks 

must be carried out by certified personnel for all 

plant with equipment containing 3kg or more of 

F-gases. Frequency of leak checks depends on the 

amount of refrigerant charged. In addition, detailed 

records must be kept in a log book – failure to 

comply may lead to severe penalties.

 Common uses of F-gases include:

•	 Refrigeration and air conditioning systems

•	 Heat pumps

•	 Aerosols

•	 Fire-fighting equipment

•	 High voltage, gas-insulated switchgear

 

There are also many industrial applications including 

magnesium smelting, electronics manufacture and 

insulating foam manufacture.

 

Effective monitoring and detection of these gases 

is essential. Crowcon’s F-Gas infrared detector is a 

fixed-point detector specially calibrated to detect a 

wide range of F-gases. Rugged and easy to install, 

it can be connected to any control system which 

accepts analogue signals. Together with Crowcon’s 

Gasmaster control panel and Xgard toxic gas 

detector, the F-Gas detector provides an effective 

gas leak detection package.

Dependable Detection of Refrigerant Gases with 
Crowcon’s F-Gas Detector

Fluorinated (Freon) gases, which include hydrofluorocarbons 

(HFCs), perfluorocarbons (PFCs), hydro-chlorofluorocarbons 

(HCFCs) and sulphur hexafluoride (SF6), are a family of man-

made chemicals containing fluorine.

 In addition to protecting personnel from toxic gas 

risks, installing the F-Gas detector also offers the 

following benefits:

•	 Provides an early warning that the gas is 

leaking and thus maintains system efficiency 

and reduces potentially huge gas replacement 

costs

•	 Enables the supplier and user to comply with 

the mandatory F-gas regulations

•	 Helps to reduce the risk of leakage of powerful 

greenhouse gases into the environment

 

The detector operates from 24Vdc nominally and 

provides a 4-20mA signal (the output can also 

be set to 0-20mA, 0-2V, 0-5V or 0-10Vdc). It is 

compatible with most control systems or 4-20mA 

type controller. Housed in a rugged IP54 enclosure, 

the detector is suitable for use in non-hazardous 

areas such as plant rooms or switchgear rooms. 

With no moving parts, very little maintenance is 

required – just a bi-annual gas check (with re-

calibration if necessary).

 

Special features of the F-Gas detector include:

•	 Superior IR sensor technology: provides fast, 

stable and dependable performance with 

low maintenance and long life. Unlike semi-

conductor type sensors, the F-gas detector is 

not affected by other types of gas or changes 

in temperature or humidity

•	 LED indicators: tri-coloured LEDs indicate 

the operating status of the detector and, in 

combination with the function keys, facilitate 

simple adjustments such as zero and 

calibration

•	 Choice of signals: the analogue output signal 

can be set as 4-20mA, 0-20mA, 0-2V, 0-5V 

or 0-10Vdc for compatibility with virtually any 

control system

•	 IP54 rated enclosure: provides good protection 

from dust and water ingress in indoor 

environments

More information about the EU regulations can be found at:

https://www.gov.uk/managing-fluorinated-gases-and-ozone-

depleting-substances

And: http://www.fluorocarbons.org/

Crowcon Detection Instruments Ltd

2 Blacklands Way, Abingdon Business Park, Abingdon 

OX14 1DY, United Kingdom

Tel: +44 (0)1235 557700, Fax: +44 (0)1235 557718

E-mail: sales@crowcon.com  

Website: www.crowcon.com
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What are The Basics?
The most important and essential elements of the 
basics are listed above and include in more detail:

1. Maintenance prevention
With maintenance prevention we include everything 
you do to prevent problems from occurring. We like 
to use the term “Problems” because the context of 
total manufacturing reliability includes the functions 
of Engineering, Maintenance, Operations and 
Storeroom (Spare Parts and Material for Equipment) 
support. If we use the term “Failures” instead of 
problems we often focus our thoughts on equipment 
and maintenance issues and we mentally exclude 
operational and other issues such as raw material 
variances and changes in how a production line is 
operated. 

Here we assume your plant is in an operational 
phase and not in a position to procure new 
equipment. Instead you have to do better with what 
you already have.

1.1 Cleaning is an important element.  Here we do 
not talk about general housekeeping but detailed 
cleaning of equipment and components. When 
detailed cleaning is done you cannot avoid but also 
doing visual inspections. When you clean you also 
inspect. When equipment is clean it is easier to see 
abnormal conditions such as loose fasteners and 
leaks. Another benefit is longer life of for example 
electric motors. It does not take much contamination 
on an electric motor to increase temperature in 
windings and rotor by 10 C or 18 F. a 10 C increase 
in temperature will shorten electric motor life by 
50%. For the same reason you should be careful not 
to paint motors with layers of paint than necessary.  
Another benefit of this basic element is that electric 
motors will pull less energy the cleaner and cooler 
they are.

1.2 Lubrication and contamination control. Even 
though awareness in this area increases it is more 
common than not to find very poor practices. 
Precision lubrication, which includes right lubricant 
in the right volume at the right time, is an absolute 
key to achieve better reliability and lower costs. 
Lubricators must be trained execute lubrication in a 
well documented process that describes lubricant, 
volume and frequency in an optimally laid out route 
and in work orders for shut down oil changes 
and lubrication that cannot be done safely when 
equipment is operating. Filtration of lubricants has 
to be done to adequate standards e.g. down to 
4 microns for many oils and central lubrication 
systems. Modern tools should be used to measure 
that the right volume is reaching the lubricated 
object. To control contamination it is vital that 
lubricants are stored in a professional way.

Figure 1 shows a world-class storage and 
contamination control of lubricants.

Figure 1. What good looks like. Courtesy www.
oilsafesystem.com. After review of all 43 lubricants 
used in this plant an expert narrowed it down to 
eight including hydraulic fluids. The lubricant storage 
has direct access from outside building. All eight 
lubricants are automatically circulated and filtered 
periodically to assure cleanliness of 4 micron or less. 
Each container has a decadent breather to keep all 
moisture out and filter incoming air to 1 micron. To 
have lubricant storage like this cost some money but 
it costs much more over time not to have it. And the 
reduction of number of lubricants from 43 to eight is 
an immediate saving.

1.3 Alignment is another important element of 
the basic elements that prevent problems from 
occurring.  Alignment should be done when 
equipment is in operating temperature or with 
compensation for thermal growth. Jacking bolts 
should be installed to make precision alignment 
possible. (You cannot align to 0.001 of an inch or 
0.0254 of a millimeter with a sledgehammer). 

More than three shims should not be used as more 
than that can cause a soft foot.  Today most plants 
use laser alignment tools that make it easier to align 
and also keep track on alignments that have been 
done. 

Alignment with precision does not only prevent 
problems of the aligned component such as 
sprockets, sheaves and couplings. Precision 
alignments also prolong life and prevent problems 
with bearings, mechanical seals, chains, belts etc. 
Another benefit is reduced energy consumption 
for electric motor drives. A misaligned coupling 
increases temperature in both coupling and bearings 
significantly. A brief and fast check of alignment 
can be done using a handheld basic infrared 
thermometer. Increases in temperature of couplings, 
V-belts and chains indicate misalignment.    

1.4 Balancing of components such as an assembly 
of shaft and impeller for a pump, electric motors, 
rolls and other rotating equipment also prevents 
problems from occurring. Balancing of rotating 
equipment prolong life of components and prevent 
problems from occurring. Vibration measurement 
should be part of quality control for any rebuild of 
these components. 

1.5 Operating practices is often a forgotten part 
of maintenance and problem prevention. It is 
common that over 50% of equipment failures 
and breakdowns are caused by poor operating 
practices. This is because operators are seldom 
trained in the function of the equipment they operate 
and what impact wrong startups and shutdowns 
have on components. Nor have operators been 
properly trained in how to inspect components. 
Let me emphasize this with some examples on 
questions I often get from operators:

•	 Why can I not heat up the steam system faster 
after a shutdown?

•	 I have been told to not let cold water come in 

contact with the drier cans when they are hot. 

•	 Why is that?

•	 Why should I not try to start up electric motors 
too frequently?

•	 Why do we need to run redundant equipment 
equal hours?

•	 Etc.

I know it is important that people are trained not 
only in “How” but also in “Why”. We call the training 
we do in equipment care for operators and others 
“Know Why” training.  

Explain to the operators that a steam system 
must start up slowly for example to avoid water 
hammer and consequences from too rapid thermal 
expansion. In a cold steam system steam will 
condensate and steam traps must have time to 
trap the condensate and discharge condensate 
from the system. If too much condensate is built up 
in the system it can fill up a pipe to form a “water 
plug” which travels through the system with 85 – 90 
miles per hour or 135 – 150 kilometer per hour. 
When this “plug” hits a pipe elbow it can damage 
the pipe. If the system provides rotating dryer cans 
with steam for heating, the steam inlet is through a 
bearing journal shaft. If system is heated too fast this 
journal heats up and expands faster than inner race 
of bearing and this can lead to that the inner race of 
the bearing cracks.

Cold water on a dryer can or other hot object can 
cause deformation and/or cracks because of uneven 
shrinkage cause by thermal shrinkage. 

Execute The Basics Of Reliability And Maintenance Well 
And You Will Get Guaranteed Results. Part II

by Christer Idhammar

Continues On Page 26
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A bearing arrangement does not only consist 

of rolling bearings but includes the components 

associated with the bearings such as the shaft 

and housing. The lubricant is also a very important 

component of the bearing arrangement because it 

has to prevent wear and protect against corrosion 

so that the bearing can deploy its full performance. 

Beside these, the seal is also a very important 

component, the performance of which is vital both 

to retain the lubricant and maintain its cleanliness by 

preventing the entry of contamination. Cleanliness 

has a profound effect on bearing service life - which 

is why lubricants and seals are also an essential part 

of the SKF business.

Experimental results that explain the causes of 

surface damage underline the importance of issues 

such as cleanliness, proper bearing mounting and 

appropriate lubrication in reducing the risk of surface 

damage caused by indentations.

Surface distress is typically associated with poor 

lubrication conditions, where high local friction and 

stresses are generated. The tell-tale signs of surface 

distress are generally recognised as an increasingly 

dull surface appearance and, under the microscope, 

tiny micro spalls, micro cracks or micro pits. SKF 

has developed detailed models, based on the 

interaction between surface micro-crack generation 

and mild loss of material, in order to investigate the 

critical parameters and predict surface damage in far 

greater detail.

Lubrication plays a major role in the life performance 

of rolling bearings. The importance of lubrication and 

surface roughness to surface damage is very much 

related to the effect of local friction forces and stress 

concentrations. In boundary or mixed lubrication, 

irregularities of surface or indentations will influence 

the way that the dry and lubricated spots are 

distributed within the contact discontinuities of 

surface traction and possible stress concentrations 

must also be considered. High roughness slopes will 

promote local film collapse, high contact pressures 

and tractions increasing stress concentrations in the 

critical areas of traction discontinuities.

To understand the causes of surface distress in 

rolling bearings and prevent damage, there are a 

number of issues to consider. The first is that surface 

roughness and lubrication quality are extremely 

important influencing factors as to whether 

surface distress will occur or not. Also, mixed and 

boundary lubrication both result in areas of ‘dry’ 

contact, where increased surface tractions, stress 

concentrations and micro stress cycles apply, all of 

which individually can facilitate fatigue. Surprisingly, 

we also discover in tests that increased sliding does 

not typically increase the risk of surface distress, 

and that mild wear can actually be a positive force 

by removing the surface before surface distress can 

develop.

To reduce the negative effects of surface distress, a 

number of steps can be taken:-  

a) Good (full film) lubrication appropriate to the 

application, (for example providing higher lubricant 

viscosity, higher running speed, lower temperature, 

etc.) should be the first approach wherever possible. 

b) Where boundary lubrication cannot be avoided, 

boundary friction should be reduced as much as 

possible through the use of lubricant additives or 

other methods such as low-friction coatings, etc. 

c) Reducing stress raisers by eliminating 

contamination and preventing damage caused 

during mounting etc will minimise the risk of surface 

distress. 

d) Running in will help achieve equal levels of 

roughness in the different contacting elements.

e) Even a controlled mild surface removal of material 

(wear) induced through the introduction of additives 

to the lubricant can reduce the surface distress level.

f) Use SKF Explorer bearings that have a surface 

topography balance proven to avoid surface distress 

risk.

Understanding Bearing Damage
Research into the causes of bearing damage reveals why issues 

such as good lubrication make all the difference when it 

comes to component lifespan, explains Phil Burge, Country 

Communication Manager for SKF.

SKF (U.K.) Limited

Sundon Park Road, Luton, Bedfordshire, 

LU3 3BL

Tel + 44 (0)1582 490049

F: + 44 (0)1582 848091  

marketing.uk@skf.com

www.skf.co.uk
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Henkel, whose adhesive brands include Loctite® 

and Teroson, is a market leader in this field.  The 

company is renowned for its commitment to 

customer technical support and here it steers us 

through various adhesive technologies providing 

examples of applications for which the respective 

types are the best choice.

Structural bonding

A structural bond is used to join critical load-bearing 

parts of an assembly. Adhesives developed to 

meet this need require a combination of high shear, 

tensile and peel strength, together with maximum 

stress, impact and shock absorbent characteristics.  

What’s more they need to bond a diverse selection 

of materials including composite, wood, metal and 

glass. 

 

Different formulations provide different characteristics 

and chemistries as we shall see later but first we 

should consider the benefits adhesives provide over 

conventional joining methods.

Reduced weight, improved fatigue resistance, 

uniform stress distribution and the ability to join 

dissimilar material are the primary advantages.  And 

in many instances, less critical tolerances can be 

specified as many structural adhesives also have 

gap filling capability.

It’s also worth bearing in mind that adhesive and 

other joining methods can also work together.  

Whilst adhesive bonding provides sufficient strength, 

the addition of a few discretely placed rivets provides 

instant alignment, jigging and clamping advantages.

In broad terms structural adhesives fall into five 

groups – epoxies, acrylics, polyurethanes, modified 

silanes and silicones.  So why the variety and where 

is each used?

Epoxies

When it comes to high strength structural bonding, 

epoxy resins are the acknowledged leader.  Epoxy 

formulation comes with a huge degree of freedom 

and virtually any characteristic can be formulated on 

demand.

Structural epoxies are generally slower to cure than 

other technologies.  It is the ideal choice for rigid 

bonding where the bonded parts can be considered 

to be structurally linked.  They also have an ability to 

fill large gaps and provide good chemical resistance. 

Epoxies will bond most materials and whilst they 

may not be the best choice in every instance they 

are a good all rounder. Therefore applications are 

quite varied, epoxies can be used for bonding 

brackets and hinges onto machinery, magnets into 

motors or can be used for potting terminals to seal 

them against moisture ingress.

Acrylics

If a small degree of flexibility is required for the 

otherwise rigid bond, acrylics are a good choice.  

They are suitable for bonding a wide range of 

materials and are regularly used for sheet metal, 

especially on applications where the substrates 

might flex.

Toughened acrylics are often used in place of spot 

weld or blind rivets, especially where the appearance 

of the finished product is important, or where there 

is a requirement to spread any load over a wider 

area and reduce stress concentrations. It should 

be remembered, though the correct joint design 

is essential, something that has previously been 

spot welded will most likely be suitable for bonding 

whereas something that has previously been butt 

welded will not.

A key characteristic of the acrylic family is their 

speed of set. Handling strength is generally achieved 

in less than 30 minutes at room temperature.  

Another major benefit of using toughened acrylics 

on sheet metal applications is their ability to deaden 

sound when compared to traditionally fastened 

metal sections.

Acrylics are ideal for bonding reinforcing struts and 

top hat sections onto panel work, the adhesive 

leaves the exterior appearance free from defects and 

A User’s Guide To Adhesive Technologies
 Are you sceptical about using adhesives?  Concerned that they 

won’t match up to traditional methods?  Or maybe you can 

see their advantages but don’t know which type to go for.  Rest 

assured this is a common conundrum.
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in many cases gives a superior joint strength. Other 

applications could be bonding badges and labels 

onto equipment removing the need to drill the parts 

and for mechanical fasteners.

Polyurethanes

The key advantages of high performance 

polyurethanes include high strength, their suitability 

for bonding and sealing of a wide range of 

substrates, excellent gap fill capability and low 

temperature performance.  

Elastomeric versions are widely used for direct 

glazing applications, but the structural versions are 

typically specified for building construction, machine 

assembly and ventilation systems. 

Elastomeric polyurethanes are best known for their 

ability to fill large gaps and for resisting flexing, these 

products have been used in the motor industry 

for around 40 years where they are typically used 

for bonding windscreens into vehicles.  Similar 

applications exist in industrial plant where inspection 

windows are bonded to the frame.

Silicones

For elastic bonding, silicone is king.  Products in 

this class are selected for their ability to absorb and 

tolerate dynamic stress.  They are available in one 

and two part versions and allow the bonding of a 

wide variety of substrates.

The key characteristics of silicones are low modulus, 

high elongation to failure (200-600%) and are 

generally capable of withstanding temperatures of 

up to 250°C. Some grades even offer performance 

up to 350°C.  They have a high gap filling and 

sealing capacity, good durability and are resistant to 

humidity, ozone and UV radiation.

In a maintenance environment, silicone products 

are generally used for sealing parts and with 

operating temperatures in excess of 200°C they 

are the obvious choice when high temperatures are 

involved.

Modified Silanes

An ability to bond just about any substrate and 

compatibility with most paint systems make modified 

silanes another good option for flexible bonding.  

Mainly one-component products, they cure by 

reaction with moisture so no primer is needed to 

achieve a good bond. 

Typically they are used to seal joints and seams on a 

broad variety of structures including air conditioning 

and ventilation equipment and they can be used for 

interior and exterior applications.

Although application areas are very similar to those 

for polyurethanes, modified silanes do not require 

a primer. They are a good general purpose product 

where large surfaces are involved.

Instant bonding

The benefit of instant adhesives is clear.  They 

cure very quickly when confined between surfaces 

and are chosen for bonding small parts to achieve 

extremely fast fixturing.  

Historically this group of adhesives was only suitable 

for close fitting surfaces but now formulations 

are also available that are able to gap fill and this 

extends their potential in maintenance engineering 

considerably.

Instant adhesives come in a variety of types, 

optimised for specific application requirements such 

as the parts to be bonded, the loads to be resisted, 

the joint geometry and the process parameters.  

New high temperature instants will also withstand 

exposure up to 120ºC for short periods.

Threadlocking and sealing

These applications are where adhesive technology 

has perhaps the greatest foothold in maintenance 

and repair.  It is widely used but, as with adhesive 

bonding, there are a variety of options from which to 

choose the best product for the task.

The main benefits of threadlocking adhesives over 

traditional mechanical locking devices is that they 

prevent self-loosening and secure any threaded 

fastener against vibration and shock loads.  They 

are easy flowing or semi solid formulations which 

completely fill the gaps between mating threads, 

eliminating fretting corrosion by creating a unitised 

assembly.   

Thread sealants do a similar job but are primarily 

designed to create an instant, low pressure seal.  

The substrates involved are the main criterion when 

selecting the most appropriate thread sealant for 

the job.  

As a rule of thumb anaerobic sealants are used on 

metal fittings and silicones on plastic and plastic/

metal combinations.  Sealing cord is the best choice 

for metal and plastic tapered threads and offers the 

benefit of post assembly adjustment.

Gasketing

Gasketing sealants provide an instant seal that 

resists high pressure when fully cured.  Many factors 

influence adhesive choice but broadly anaerobic 

products are for rigid flanges where the sealing gap 

is zero or very small.  Silicone gasketing materials 

are best suited for large gap applications and 

assemblies where flange movement occurs.

For more information or advice on selecting 

the best adhesive product for your 

application visit:

www.loctite-maintenance.co.uk
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The primary aim of the British Compressed Air 

Society is to support its members as they grow 

and develop their organisations.  The society has 

continued to build on a portfolio of membership 

benefits which are designed to provide members 

with the knowledge, tools and advice to help them 

be more productive, competitive and profitable. 

BCAS actively represents the interests of the 

compressed air industry to the UK government 

as well as to many European and other overseas 

institutions. The society and its members 

have an active input into all proposed UK and 

European compressed air systems’ energy and 

environmental legislation and standards through its 

membership of the European body PNEUROP, and 

by its association with the prime voice of the EU 

engineering industry, ORGALIME.

The united voice of industry

The society’s mission is to be the united voice of the 

UK compressed air industry, serving as the unbiased 

authority on technical, educational, promotional and 

other matters that affect the compressed air industry 

and its customers.

The aim is for everyone involved in the industry, from 

manufacturers and distributors through to end-users 

to ‘insist on BCAS’, to ensure they are compliant 

and safe in the use of compressed air.

BCAS fulfils its mission through the following 

primary objectives:

•	 To promote cooperation among its members 

for the improved production, proper use 

and increased distribution of compressors, 

blowers, vacuum pumps, pneumatic tools and 

allied equipment.

•	 To develop and publish standards and 

engineering data for air compressors, vacuum 

and related equipment.

•	 To increase the use of compressed air, to 

promote its safe use, and to improve the 

quality and efficiency of compressed air 

systems.

•	 To collect and distribute information of value to 

BCAS members and to the general public.

•	 To engage in cooperative educational and 

research activities.

•	 To encourage and help members to develop 

their professional competence.

•	 To cooperate with governmental departments 

and agencies and other bodies in matters 

affecting the industry.

•	 To liaise with other industry associations, 

regulatory authorities, research organisations, 

retailer and consumer groups.

•	 To bring the experience of members to bear 

on the conduct of business in industry for the 

common good. 

Benefits included as part of the annual BCAS 

membership fee cover resources such as technical 

information, advice and research, access to 

professional one-to-one advice, places to meet and 

do business, and the chance to network across the 

UK both on and offline.

The diversity of the compressed air industry gives 

rise to a wide spectrum of subject areas covered in 

numerous special committees and working groups 

that are set up from time to time to address specific 

issues. Individual member companies may affiliate 

with one or more of these committees, depending 

upon their product lines.

Current sectors include air drying and filtration, 

blowers, centrifugal compressors, pneumatic tools, 

rotary positive compressors and reciprocating 

compressors.

Insist on BCAS – Be Compliant And Safe
Founded in 1930 at the instigation of the British 

Government, the British Compressed Air Society 

(BCAS) is the only UK technical trade association 

representing manufacturers, distributors and users 

of compressors, vacuum pumps, pneumatic tools 

and allied products.

For more information on the British 

Compressed Air Society (BCAS), visit:

www.bcas.org.uk
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The company will also be using the show to 

announce the winners of its search for the 

UK’s oldest working CompAir and Hydrovane 

compressors.  The lucky winners will receive a 

weekend in London, including private dining at the 

City’s oldest restaurant.   

The Oldest Compressor competition was set up to 

celebrate the engineering heritage, reliability and 

durability of both CompAir and Hydrovane brands.  

All entrants to the competition, which is still free to 

enter at http://www.oldestcompressor.co.uk, will be 

entitled to a free energy audit from an authorised 

CompAir or Hydrovane distributor.

Visitors to the stand will also be able to learn about 

the company’s most advanced oil-free compressors, 

including eight new CompAir models. The new D 

Series compressors, from 75kW to 160kW, can be 

water-cooled to extend the lifetime of the airend, 

and are available with regulated speed technology, 

meaning they always run at optimum efficiency.

Focus will also be placed on the energy saving 

benefits of the heat recovery solutions offered by 

Gardner Denver.  These options can potentially 

recover up to 94% of the heat generated by a 

compressor and can utilise that energy elsewhere.  

The stand will include an informational video on the 

energy saving heat recovery system, offering visitors 

the opportunity to learn more about the technology. 

Gardner Denver will be sponsoring the Fluid Power & 

Air Seminar Theatre at the show, with the company’s 

Area Sales Manager, Bobby Hodge, presenting a 

seminar dedicated to compressor controllers, data 

loggers and heat recovery.

Other products on the stand will include screw 

compressors from Gardner Denver, rotary vane 

compressors from Hydrovane, along with portable 

and oil-lubricated screw compressors from CompAir.  

In addition, a vacuum pump from Elmo Rietschle will 

be on display along with a range of dryers, filters and 

compressor controllers.

A CompAir Quantima oil-free, centrifugal 

compressor will also be exhibited, highlighting how 

the single moving part of the Quantima’s Q-drive™ 

compression and motor assembly increases 

efficiency and reliability, with a lower environmental 

impact.

Gardner Denver To Exhibit New Energy 
Efficient Technology At Air-Tech

On stand A100 at Air-Tech 2014, compressor 

manufacturer Gardner Denver will be showcasing 

energy efficient compressors and pumps from its 

leading brands, including CompAir, Hydrovane 

and Elmo Rietschle.

For more information visit stand A100 

at Air-Tech 2014, held at the NEC, 

Birmingham between 8-10 April. 
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It is widely known that the largest cost in owning 

and operating a compressor is in the electricity used 

to power it – well over 70% of the lifetime costs. Any 

reduction which can be achieved in usage here can 

be significant and the Water-injected Screw range 

from Worthington- Creyssensac, shows that  around 

20% less power is needed to generate similar 

volumes of air, because of the constant temperature 

in the compression chamber.

Thanks to the superior cooling capability of water, 

heat is removed efficiently at source meaning that 

more air per kW is generated and electricity costs 

are cut substantially.

Offering options from 7.5 to 13 bar and further 

energy savings of up to 35% to be made with 

optional fully integrated inverter drive technology, 

the range is backed by Worthington Creyssensac’s 

145 years of experience and a nationwide 

specialist distributor network for all installation and 

maintenance.

Worthington-Creyssensac:
The Truly Economic Oil-Free Air Option

When the requirement of your production process is for totally pure 

air, the WIS range, carrying “Class 0” certification, has the answer.

Contact Worthington Creyssensac:

Tel:  +44 (0)1925 817803 

E-mail : contact.uk@airwco.com

•	 Range from 20hp to 75hp 

•	 100cfm to 328cfm

•	 Up to 13 bar pressure

•	 Airlogic controller

•	 Gearbox drive

•	 Integrated inverter option

•	 Integrated dryer option

•	 Oil Free according to ISO 8573-1

•	 Low noise levels

•	 Guaranteed Class 0 certification

•	 Reduced lifecycle costs

Worthington – Creyssensac  WIS range compressors 

are compact with everything in the one box

Key Features
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Designed to enhance productivity and provide a 

clear, safe floor on the production lines, the Teseo  

ATS  Air Track Supply system has been employed 

where the trolley unit slides effortlessly along a 12 

metres ATS fixed rail carrying the compressed air 

supply lines and the assembly tools on a balance 

support cable to reduce operator effort.  The Teseo 

HBS aluminium pipework supply network is installed 

3.5metres above the floor in a grid scheme parallel 

to the production line so that compressed air 

stations are provided on each side of the multi-

station production line to serve the varied assembly 

operations as the chassis moves forward during 

build.

The Teseo modular aluminium pipework system 

for the delivery transfer of compressed air, inert 

gases, fluids and vacuums, features smooth bore, 

lightweight aluminium extrusions for increased flow 

and lower pressure drop. A comprehensive range 

of connectors and adaptors makes the Teseo 

system the most versatile for fast and efficient 

installation and subsequent alterations without major 

down-time. System assembly does not require 

any threading, welding or painting and the four flat 

surfaces of the pipework enables easy and safe 

fixing. Perfect  Dual O-ring sealing eliminates air 

leaks reducing wasteful energy costs. The Teseo 

product range carries a 20 year warranty.

The new 110,000sq.ft. facility for Wright EN-Drive 

Ltd , the chassis build operations, sister company to 

Wright-bus passenger transport vehicle production, 

is brand new, giving the Company significantly 

greater production capacity. Simon Robson, 

Operations Director of the Wright EN-Drive operation 

had the benefit of a clean sheet to start the layout 

of the new facility but had to work to a tight timeline 

to meet start-up schedules. “The key for me is the 

modular benefits of the Teseo system. With the 

Teseo system it is easy to make changes to the 

compressed air delivery network without shutting 

down the whole works.  Teseo worked everything 

out with our staff, where they used air and how best 

to deliver it to them correctly so they bought into 

the layout right away. The floor is clear and safe and 

the tools are in the right place. It is certainly a very 

effective system.”

The Teseo compressed air network for Wright EN-

Drive was designed by Teseo  as the company had 

a clear vision of how they wanted the production 

line to operate with a layout that determined what 

capacity of compressed air was needed at which 

work station. It is easy to alter or increase this 

capacity with the Teseo system. Special fixings 

were made to carry the grid pipes from the roof 

structures and fix the ATS running rails. Everything 

is colour coded and additional valves were installed 

so that each line section can be closed if expansion 

is required and can be fitted quickly without losing 

the whole line pressure and time. Interestingly an 

accumulator system was added which provides 

boosted compressed air at 13 bar, 6 bar above the 

network’s 7bar pressure. The 13 bar compressed 

air is required to test the brakes of the bus before it 

leaves the production line.

Teseo Modular Airline System with ATS 
trolleys speed Wright EN-Drive production

Wrights Group, the Northern Ireland bus manufacturer with 

expanding global sales success and the maker of the new fleet of 

London buses, has selected the Teseo aluminium pipework system 

for the comprehensive compressed air delivery network at their new 

bus chassis production facility at Antrim.

Above: TESEO aluminium pipework for 

compressed air has been used in the new 

Wright EN-Drive bus production facility.

For Teseo aluminium pipework materials or 

design advice call Teseo UK 0870 167 2150 

or e-mail info@teseouk.co.uk
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The chemical and process industry being one such 

sector. There are too many processes to mention 

but to name a few, agitation and aeration blending 

of liquids, process instrumentation, pneumatic 

conveying and operation of devices where a spark 

may be dangerous. These are all examples of the 

reasons to use high quality, clean dry, oil free air.

BEKO TECHNOLOGIES is an international company 

founded in Germany and based in Bromsgrove in 

the UK. The company specialises in conditioning 

compressed air downstream of a compressor, the 

management of condensates and measurement 

systems for compressed air and gases. As well 

as the standard range of treatment products such 

as filters, drains, separators, fridge dryers and 

desiccant dryers, BEKO TECHNOLOGIES provide 

some key products to ensure safe and low cost 

continuous operation in process plants.

Catalytic converters are a relatively new product 

solution to providing oil free compressed air. The 

principle is simple and the same as operating in 

millions of vehicles. The application of heat to a 

catalyst cuts down hydrocarbon chains with the 

end products carbon dioxide, water and very pure 

compressed air. Many plant engineers will say “Not 

applicable to our situation, we use 100% oil free 

compressors” Not necessarily true. What 100% oil 

free means from the compressor manufacturer is 

that no oil will be added during the compression 

process. Atmospheric air contains a significant 

number of hydrocarbons which varies with location 

dependent on proximity to roads and industry. The 

BEKOKAT, catalytic converter will take out all the 

hydrocarbons independent of inlet conditions. The 

product is ideal for providing the “braces” to the 

oil free compressor’s “belt” in the small number 

of critical applications where any oil would be 

potentially catastrophic.

Staying with the subject of oil free compressed air. 

The world recognises the ISO 8573-1 2010 as the 

standard for compressed air quality for particulate, 

oil content and water/vapour content. There has 

been a lot of discussion in the last decade about 

extending the classification for oil to a “Class Zero” 

for oil free compressors. BEKO TECHNOLOGIES 

have no problem with this but would ask “Who is 

measuring?” and for those who are “How, by impact 

tubes?” In BEKO TECHNOLOGIES experience very 

few companies including “blue chip” know what their 

air quality really is. Impact tubes cannot measure low 

enough to cover the ISO specification.

There is a solution.  The METPOINT OCV will 

measure down to 0.003 ppm hydrocarbon in vapour 

content. The technology is PID, photo ionisation 

detection, which enables the METPOINT OCV to 

be installed inline and give a continuous output 

which can also be available to alarm, SMS, Ethernet 

or 4-20mA signals to provide the connectivity 

required in the 21st century. Every senior manager 

knows that if something is measured then it can be 

managed!

Finally BEKO TECHNOLOGIES have the complete 

range of drying products from the smallest 

membrane dryer to large fridge dryers. What is not 

always known is the product EVERDRY which is a 

range of large desiccant dryers including Heat of 

Compression (HOC) and genuine Zero Purge. Many 

sites are still wasting compressed air via “Heatless 

dryers” or heated dryers with purge air. BEKO 

TECHNOLOGIES have provided many solutions with 

6 months payback on investment for heatless and 

even against heated purge type a less than 2 year 

payback is common. The product is exceptionally 

reliable, Matthew Harrison UK Sales Manager “We 

have sold a number of EVERDRY units into very 

prestigious locations and I am very happy to report 

that there has not been a single breakdown so 

far. This is exactly what the Chemical and Process 

industry requires”.

To summarise, BEKO TECHNOLOGIES are 

the perfect partner for your industry, with vast 

experience of solving problems and saving you 

money.

Compressed Air In The Chemical And Process Industry
Virtually all manufacturing industry uses compressed 

air. There are some industries however where the 

quality of the compressed air is critical.

BEKO Technologies Limited

E-mail:

info@beko-technologies.co.uk 

Website:

 www.beko-technologies.co.uk
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Compressed Air

The increase in demand for Thatchers quality cider 

products prompted the Jubilee building project. 

The Jubilee building, so named in celebration of 

the Queens Diamond Jubilee, will allow Thatchers 

to double their fermentation process and increase 

production from 52 million litres of cider a year to 

over 100 million litres.

Direct Air & Pipework were awarded the contract to 

supply a compressed air system for the new Jubilee 

building which would contain the entire kegging 

facility, additional bottling line and a new state of 

the art canning line to allow further growth in the 

supermarket sector.

Neil Day, Operations Director at Thatchers 

comments, “The development of the Jubilee Building 

is a major step in Thatchers growth, and it has 

been important for us to work with companies who 

provide a first class service and help us achieve our 

goals. Direct Air and Pipework have been able to 

install a compressed air system which allows us to 

work towards our energy efficiency targets.”  

Direct Air provided a BOGE SLF 51 air compressor 

and downstream equipment to handle the varying 

demands of the sites processes while remaining 

as energy efficient as possible. The BOGE SLF 51 

air compressor has a specially designed airend 

which provides high output volumes at low energy 

consumption allowing for reliable and energy efficient 

compressed air supply. A tighter/reduced system 

pressure virtually eliminates off load running, which in 

turn reduces start-up current peaks, that contributes 

to potential energy savings of up to 40%.

Incorporating sustainable features to limit the 

environmental impact was important in the design 

of the Jubilee Building. Thatchers aim to reduce 

their reliance on non renewable energy sources 

and introduce sustainable measures throughout 

the production process wherever possible and 

have installed high performance insulation, natural 

ventilation for cooling, large windows for maximum 

natural light and a biomass boiler to provide heating.

“We are very proud to be associated with a 

company like Thatchers” commented Direct 

Air general manager Tim McGill. “The BOGE 

compressor and downstream equipment in the 

Jubilee building are all very energy efficient and 

will allow Thatchers to produce compressed air 

economically from day one. We work with lots 

of companies in the food and beverage industry 

supplying, installing and servicing compressed 

air equipment and nitrogen generators. We are 

excited to be able to look after the compressed 

air for Thatchers Cider and help them with their 

expansion.”

Apples and Airs - Thatchers Cider
Thatchers have been making cider for over 100 

years and as the world around them has changed 

so have their production lines.

For further information contact: 

BOGE Compressors Ltd. 

Rastrick Common

Brighouse, West Yorkshire, HD6 3DR

Emma Ashcroft 

E-mail: e.ashcroft@boge.com

Tel: +44 14 84-719921

Fax: +44 (0) 1484 712516

www.boge.co.uk 





24 EMS Magazine   |  FEB/MAR 2014

Maintec Preview

The leading UK event for the maintenance, plant and 

asset management industry is in its 39th year and 

has a packed hall full of industry leading exhibitors, 

content rich seminars and the latest technology. 

There will be the Lions’ Lair competition to find 

the most innovative product at the event, plus The 

Business Strategy Forum – where experts from 

some of the biggest names in the industry debate 

the most significant maintenance issues. What’s 

more, thanks to clever co-locations with Facilities 

Management and the Health & Safety Event, 

there will be two other complementary shows for 

attendees to see whilst at the NEC.

Exhibitors

Exhibitors at Maintec 2014 include all the major 

names and show regulars such as Schaeffler 

(UK), Fluke UK, Hansford Sensors, FLIR Systems, 

SoftSols and Valveforce.  These will be joined by a 

plethora of new exhibitors including as Matthews 

Engineering Training, IRISS and KDP Systems.

Maintec will be the UK show debut for FLIR 

Systems’, new FLIR Ex and Exx Series thermal 

imaging cameras. The FLIR Ex Series is an entry-

level model which provides a highly cost efficient 

gateway to thermal imaging. The FLIR Exx Series is 

a more advanced camera that is thermally tuneable 

and has a manual lens focus. 

Grundon Waste Management will be outlining how 

its service capability is being increased through 

Hazpack 6000, a state of the art recycling facility for 

aerosols. Capable of handling 9,000 aerosols per 

hour it is the world’s most advanced closed loop 

aerosol recycling system, with every component 

including the propeller being recycled or reproduced. 

The Hazpack can also process paint tins, oil filters, 

varnishes, inks and small gas cylinders.

Lobo Systems will be showcasing their platform 

scaffold products. These combine the flexibility and 

strength of traditional scaffolding with the simplicity 

and mobility of tower systems, but are much more 

versatile. They need no assembly tools and can 

be made into any shape or size, which is perfect 

for maintenance and production applications. The 

scaffold products flat pack for transportation and 

are easy and quick to erect, meaning in house 

maintenance personnel can complete assembly 

themselves. Maintenance tasks can be better 

controlled and scaffolding labour costs can be 

reduced without compromising safety.

R-Tek will show how their range of interlocking floor 

tiles provides a competitive and versatile flooring 

system with multiple applications. R-Tek tiles are 

made from hard wearing, highest grade PVC which 

is 100% recyclable and can be installed over virtually 

any existing substrate.  The R-Tile is loose laid on 

the floor and its unique interlocking moulding keys 

are easily locked into place. 

Maintec will be the first event to see Alrad Imaging, 

showcasing their Hindsight 20/20CAM multi camera 

capability. This allows an entire production line to 

be monitored. With up to 10,000 images captured 

per second, this high speed video continually stores 

to the camera “engine” which itself has a massive 

storage capacity. This innovative product continues 

to record live events on the production floor, even 

while the last several hours of video are being 

reviewed from an office PC. 

Acutest will be showcasing their MacroTest G3 

multimedia tool which makes it easier to carry 

out safety tests on both domestic and industrial 

systems. Acutest will also be showing the THT40 

Infrared Camera, a hand-held infrared camera inside 

a rugged, ergonomic shock-resistant case designed 

for any working environment. 

What Does Maintec 2014 Have In Store?
There is more on offer than ever before at Maintec 2014, which 

is returning to the NEC, Birmingham on 11-13 March.
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Currently best known as the manufacturer of 

the world’s only industrial grade thermal imaging 

windows, it is marking its inaugural appearance with 

more new and unique products.  

These introductions confirm that IRISS is building on 

its strong foundation in the maintenance market to 

become a rounded supplier of permanent electrical 

maintenance safety device solutions (EMSD) that 

allow its customers to inspect the ‘uninspectable’.  

These are products that permit maintenance tasks 

to be completed whilst switchgear remains closed 

and in a safe and guarded condition. They help 

asset managers identify faults in energized systems 

before they become failures and, above all, they do 

so without ever exposing the maintenance engineer 

to danger.

It is with this theme in mind that IRISS has chosen 

Maintec 2014 as the EMEA launch platform for a 

brand new range of EMSD products, specifically 

designed for use in busbar systems.  They are 

unique, large format infrared and visual inspection 

windows that allow a complete visual and infrared 

scan of busbar joints under load and also act as 

access ports for repairs.

Another new development is the option to include 

temperature measurement within the EMSD product.  

This allows the difference between ambient and the 

temperature inside the cabinet to be measured, also 

known as Delta T.  

It’s not just brand new products that are being 

exhibited for the first time at Maintec 2014 however. 

The show will also serve as a reminder that IRISS 

is the manufacturer of world’s only industrial grade 

polymer windows for infrared inspection that bring 

huge operational and performance benefits.

IRISS Platinum, for example, is also the only infrared 

window that allows inspection in ultraviolet, visual 

and all three infrared spectrums.  And, in common 

with all other products in the IRISS polymer range, 

Platinum can also be supplied in any shape or size 

to meet the needs of the application; even in curved 

or rainbow format.

Completing the exhibits will be world’s only 

ultrasound port, the IRISS VP12.  This product also 

includes an IR transmissive lens for optional and 

permanent use as an IR window for small targets 

or small IR camera lens apertures.  In effect it’s two 

products in one.

Inspect the ‘uninspectable’
First time exhibitor IRISS has a lot to shout about at Maintec 2014.

IRISS Ltd - Unit 2, Grafton Place, Montrose Road, 
Chelmsford, Essex, CM2 6TG
Tel: +44(0)1245 399 713
Email: info-emea@iriss.com
Web: www.iriss.com

MAINTEC 2014, 11th – 13th March, NEC

11th – 13th March 2014

Stand no: M6E
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When an electric motor is frequently started the 
consequence is that windings might burn.  This is 
because when starting up an electric motor, the 
Amperage ( I ) spikes by the square. Q = Heat, R = 
Resistance (Joules law Q = I2 X R).

Many plants have redundant equipment for 
critical steps in production. For example duplicate 
lubrication pumps for central lubrication.  It is 
necessary to operate these pumps equal amount 
of time. Mark redundant equipment A and B 
and then make sure operators shift to run only A 
equipment and then B equipment. This will prevent 
moisture build up in electric motors and bearings to 
be destroyed from brinelling caused by vibrations 
when bearing rolling elements are in same position.  
Packing material in glands will dry up and leak when 
pump is started after being idle for long time.

All of the above are examples of the basics of what 
we call Maintenance Prevention.

2. Early identification of work.
This part of the basics is very critical and if not 
done well, it is one of the major reasons why many 
maintenance organizations are reactive and very 
inefficient. It includes:

•	 Disciplined and right priorities on requested 
work.

•	 Condition Monitoring. 

2.1 Disciplined and right priorities.
One of the two top reasons as to why maintenance 
work is not planned before the work is scheduled 
and then executed is that priorities are too emotional 
and not based on importance for the business. 
I have reviewed many backlogs in maintenance 
organizations all over the world and often find that 
the majority of work in the backlogs have been 
assigned priority 1; and some of the priority 1 work 
requests are over two years old! Two common 
reasons for these phenomena are:

•	 The maintenance organization is viewed as a 
service provider to operations.

•	 The requesters of maintenance work do not 
trust work will be done unless they assign 
priority 1 to the work request.

If your maintenance organization is viewed as 
a service provider you want to provide good 
service and this often leads to that you obey to 
requests from operations. This view must change 
to a working relationship where the maintenance 
organization is viewed as an equal partner with 
operations.  The role of maintenance is to deliver 
manufacturing Equipment Reliability and Operations 
deliver manufacturing Process Reliability.
If your common goal is to improve manufacturing 

reliability and roles between partners are clearly 
defined and adhered to you have laid out the 
foundation for success. 
As one of the first steps in creating this partnership 
you should together agree to criteria for deciding 
priorities of maintenance work. 

Do not make this too complicated. I have seen 
19 pages long documents used as a guideline for 
assigning priorities on maintenance work and it is 
obvious that will not work. 
In my opinion there are only two priorities: Do the 
work now or at what date it has to be completed; 
Very simple but it works because people understand 
the logic. The overall criteria for setting priorities 
should include risk for:

•	 Environmental or personal injury.
•	 High reliability cost for Quality, Time or Speed 

losses.
•	 High cost for maintenance repairs.

To get examples of priority guidelines please 
email  info@idcon.com This email address is being 
protected from spambots. You need JavaScript 
enabled to view it.

Remember that the discussions you have between 
operations and maintenance to arrive to the agreed 
upon priority guideline is important because this is 
one step of many you do to build the operations – 
maintenance reliability culture.

2.2 Condition Monitoring
I like to use the term condition monitoring because 
the term Predictive Maintenance excludes the very 
important part of basic inspections that includes 
See, Listen, Smell, And Touch. When I here use the 
term Condition Monitoring I include all tasks you do 
to discover problems early. E.g.

•	 Basic objective inspections.
•	 Basic Subjective inspections
•	 Vibration Analysis, Infrared measurements, 

Wear Particle Analysis, Ultrasonic material 
testing, Acoustic emission testing and other 
methods.

In several studies we have found that most problems 
are detected through basic inspections. The 
example below demonstrates this. Figure 2.

Figure 2. This example is compiled three months 
after a process for basic inspections by operators 
and maintenance crafts was implemented. Vibration 
analysis and oil analysis had been in use during 
more than three years before this study. Operators 
and maintenance crafts was trained in basic 
inspection techniques and routes detailed routes 
were documented.

The following is an example of a basic inspection of 
a heat exchanger:

Many Preventive Maintenance inspection programs 
might describe the inspection of a cooler for a 
hydraulic unit as “Inspect Cooler” without any further 
explanation. I have used this example in numerous 
plants and most mechanics and operators admit 
they have no clue what to look for more than the 
obvious such as leaks and looseness and perhaps 
temperature of the cooled outgoing media.

First you need to explain how the cooler, Figure 3 
works. That can be done with a simple sketch as in 
the example below Figure 7. 
              
The function and components of the blue cooler, 
Figure 3, is described in the diagram, Figure 4. Most 
important is that the outgoing temperature of the 
cooled hydraulic fluid does not exceed maximum 
allowed temperature and system shall not start to 
operate before the hydraulic fluid has reached a 
minimum temperature. If a temperature gauge can 
be mounted on outgoing hydraulic fluid and marked 
with lower and upper temperature limits it is good. 
A handheld infrared thermometer can also be used. 
If the person doing the inspection is taught how the 
system works it is easy for him/her to understand 
that it is important to track the position of the control 
valve. If the control valve is fully, or almost fully open 
it is time to report this condition so planning and 
then scheduling of replacement or cleaning of cooler 
can be done before the system overheats. Explain 
that the consequence of operating the system 
above the maximum temperature will lead to a 
break down. This is because components such as 
packings in cylinders and valves will deteriorate fast 
at high temperature. This will lead to internal leaks in 
system, which in turn will generate more heat, faster 
deterioration, and then the system function ceases.

The sacrificing anode is made of a short bolt with 
an inside ½ inch (12.7 mm) hole in which a rod 
made of zinc. The zinc rod will corrode before any 
other material in cooler, thus protecting corrosion of 
material in cooler. In this example it is designed in 
such a way that no one can see if it is gone or not. It 
shall be made in one piece of zinc, and then a small 
weeping hole is drilled about 1.5 inches (38.1 mm) 
into it. When the zinc rod is corroded to this point it 
will show as a small leak and replacement can be 
planned and then scheduled before any damage is 
done to the cooler.

The above are examples on basic inspections and 
“Know Why” training. When done this way, not only 
will problems be discovered early, the inspection is 
also meaningful and more interesting to do.

Inspections with the right method reveal latent 
problems at an early stage and this provides the 
necessary lead-time needed to plan and then 
schedule work before execution of corrective action 
to avoid breakdowns.

The link Early Discovery of a Problem – Plan 
Corrective action – Schedule Corrective Action – 
Execute Corrective action is a vital foundation for 
any maintenance organization. It is often referred to 
as Condition Based Maintenance. (CBM).

Inspections do not prevent anything at all unless 
the problems discovered during inspections are 
corrected before breakdowns occur.

Christer Idhammar

Founder and Executive 

Vice President

IDCON INC,  Raleigh 

NC,  USA

www.idcon.com
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First time exhibitor Matthews Engineering 

Training will display how their Boiler Inspector 

Certificate Programme provides comprehensive 

and independent training with an examination 

for inspectors who examine steam ‘package’ 

boilers. Matthews’ objective is to provide boiler 

inspectors with demonstrable competency training, 

independent from their employers.

 

Fluke (UK), the world leader in the manufacture, 

distribution and service of electronic test tools and 

software will be showcasing a wide range of rugged 

and reliable portable test instruments suited for 

maintenance applications.  In particular it will focus 

on its new Ti200, Ti300, Ti400 thermal imaging 

cameras, the Fluke 1730 energy logger, its latest 

power quality analyser, and vibration tester plus the 

Fluke VT02 and VT04 Visual IR Thermometer and its 

CNX Wireless Tester.

Business Strategy Forum 

Visitors will also have plenty of learning opportunities 

at Maintec, including a return of the Business 

Strategy Forum which made such an impressive 

debut at the last show. This is once again being 

hosted by Dr. Andrew Starr from Cranfield University, 

and will feature sessions with expert speakers from 

right across industry. Tahir Ayub, Senior Design 

Authority Engineer at Network Rail will outline the 

innovations in railway low voltage power distribution 

systems while Ian Daniels from Sellafield will discuss 

disciplined maintenance. The keynote speakers 

include Paul Gibbons, Asset Management Principal 

at Gatwick Airport who will present ‘Flying colours 

at Gatwick’ Andy Bates from Heathcote Associates 

will consider embedded and virtual systems while 

Charlie Dibsdale, Chief of Engineering Research and 

Intellectual Property at Osys will discuss a holistic 

approach to prognostics. 

The Exchange

There will also be The Exchange, featuring a packed 

programme of practical presentations delivered 

by leading industry names. The Exchange will 

feature 21, free content-rich talks full of advice, 

new innovations and case studies for maintenance 

professionals, engineers, plant and asset managers 

to learn from. For instance energy consumption is 

a major industry issue and Jit Patel, Technical Sales 

Manager at Fluke UK, will explain how companies 

can reduce energy costs by up to 20% by identifying 

and quantifying energy waste. 

Managers who rely on modern maintenance 

software systems will be interested in the 

presentation by John Atkinson, Technical Director, 

Russell Sion, Managing Director and Toby Smith, 

Software Director at C-Cubed. They will examine 

how to make valuable data readily accessible to 

all those who are permitted access to it, whilst 

keeping those who are not, out of the loop. The 

presentation will raise questions about data security 

and is expected to get people discussing the future 

direction of this technology. 

When maintenance engineers encounter leaking 

process equipment, the simple gasket is all too 

often blamed, whereas frequently it is the bolted 

jointing assemblies that are at fault. Adrian Jefferies 

from James Walker will illustrate best practice when 

it comes to such assemblies. This will include the 

benefits of measuring installed bolt loads, the factors 

affecting the reliability of bolted joints, along with 

examples of how leaks on problem equipment have 

been eliminated. 

Those weighing up the benefits of adopting a 

proactive rather than a reactive approach to plant 

maintenance will find the session from Ian Pledger, 

IAM Field Service Engineer, and Ian Taylor, Director, 

at Schaeffler UK invaluable.They will help attendees 

understand the key principles of a proactive plant 

maintenance regime, and how to select condition 

monitoring tools and techniques. 

Anyone looking to improve plant reliability will not 

want to miss the talk by Andrew Fraser, Managing 

Director of Reliable Manufacturing. He will explain 

how putting reliability at the top of the agenda 

reduces the need for reactive maintenance, 

cuts injury levels and creates a safer working 

environment. He will use client case studies to show 

how the best plants are competing globally thanks 

to a holistic top-down and bottom-up ‘reliability 

strategy’.

Three in One

easyFairs announced two major co-locations 

designed to make Maintec an even bigger magnet 

for maintenance and engineering professionals, 

production and plant managers. The first of these 

complementary events is Facilities Management, 

targeting facilities, property and estate managers. 

It includes a pavilion run by the British Pest 

Control Association plus an in depth conference 

programme.

Maintec 2014 is also co-located with the brand new 

Health & Safety event which is officially endorsed 

by the International Institute of Risk & Safety 

Management (IIRSM). Its comprehensive conference 

programme, which is free of charge, is put together 

by the British Safety Council and will deliver the 

latest news and legislative updates within the health 

and safety industry.

Attendees to Maintec can attend 

both The Health & Safety Event and 

Facilities Management free of charge. 

Maintec 2014 takes place at the NEC, 

Birmingham from 11-13 March. The 

show is free to attend and registration is 

now open. 

Please visit www.easyfairs.com/maintec 

for your free admission voucher.
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In the last year alone, the company applied for 60 

patents and many of these innovations are featured 

in the two new series of thermal imaging cameras 

that will be introduced at the show.

Ease of use and intuitive operation are the 

overarching attributes of both the new FLIR Ex and 

Exx Series thermal imaging cameras.  The FLIR 

Ex Series provides a highly cost efficient gateway 

to thermal imaging.  These are entry-level models 

that pack a powerful punch with features that were 

initially only available in higher end models.

The most of important of these is FLIR Systems’ 

patented MSX technology that provides exceptional 

quality in real time.  It adds definition to the image, 

making troubleshooting quicker and easier.

A built-in visual camera is also included and all but 

one of the models in the series also includes the 

fusion function, picture-in-picture.  And naturally 

the FLIR Ex Series with a fixed, focus free lens, is 

exceptionally easy to use.  Just point, shoot and 

all the required temperature data, up to +250ºC, is 

automatically embedded.

FLIR Systems Is Marking Its Return To Maintec With 
An Impressive Display Of New Technology.

MAINTEC 2014, NEC Birmingham

11th – 13th March 2014

Stand number: M7F

The company is by far the market leader, a position that 

is underpinned by its continued and high commitment to 

research and development.

For those who want a more advanced camera that 

is thermally tuneable and has manual lens focus, 

FLIR Systems has introduced a new generation of its 

FLIR Exx Series.  Three models provide resolutions 

up to 320 x 240 pixels and naturally they all come 

complete with MSX technology.  

Other important features are the new intuitive 

keypad, touch screen and menu.  The camera 

allows thermal, visual, MSX and picture-in-picture 

images to be saved with a single click.  All thermal 

data is automatically embedded and the image can 

also be edited in the camera.  Auto orientation is 

another useful feature introduced with this range.

FLIR Tools software is available as a free download 

for all FLIR Ex and Exx Series users but for those 

needing greater analysis capability FLIR Tools+ is a 

new option.  This multi-platform software has been 

developed in line with the new GUI and supports 

unique features such as FLIR Panorama intelligent 

image stitching.  

FLIR Systems now has the broadest range of 

camera models, accessories and software available 

to suit every budget and predictive maintenance 

application. Indeed every level of camera will be 

represented on the FLIR Systems stand at Maintec 

2014. And supporting them is FLIR Systems’ 

industry leading warranty provision – two years on 

the camera, five years on the battery and ten years 

on the detector.

While FLIR Systems will demonstrate the very 

latest in smart thermal imaging at the show, it 

will also emphasise the importance of training.  

Good thermography is only possible with a 

sound understanding of the science behind it so 

representatives from FLIR Systems’ training arm, 

ITC, will also be at Maintec to advise on the wide 

choice of courses available.

FLIR Systems Ltd., 2 Kings Hill Avenue, 

Kings Hill, West Malling, Kent ME19 4AQ

Tel: +44(0)1732 220011

Fax: +44(0)1732 843707

Email: sales@flir.uk.com

Web Site: www.flir.com
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Visit us at easyfairs Maintec, stand M7E and at Plant and Asset Management 2014 at stand P132
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Leonova Diamond IS and Leonova Emerald IS are built 

to withstand harsh environmental conditions. Heavy 

industries with intrinsic safety requirements such as the 

refinery, mining or oil and gas industries are challenging 

environments. Assets typically are substantial 

investments placed in remote or dangerous locations, 

making maintenance difficult and production downtime 

extremely costly. The wear-and-tear resistance of 

Leonova makes them perfect for these and other 

demanding industrial settings.

SPM HD and three-channel vibration monitoring

The Leonova instruments are uniquely effective 

tools for condition measurement on hazardous area 

equipment. The strongest combination of measuring 

techniques available provides maximum flexibility. 

Leonova Diamond IS and Leonova Emerald IS are the 

first portable measuring devices to come with the SPM 

HD® shock pulse measuring technique for condition 

monitoring of rolling element bearings in hazardous 

areas. Outperforming traditional vibration measurement 

techniques on many applications, the SPM HD 

method is unrivalled in its ability to measure in the 

entire 1-20,000 RPM range. The perfect companion to 

vibration analysis, SPM HD can be used successfully on 

all types of machinery with rolling element bearings.

Stan Jackson, Managing Director of SPM Instrument 

UK: “We consistently strive to develop and deliver 

superior condition monitoring products to the world’s 

industries. Leonova Diamond IS and Leonova 

Emerald IS are results of this dedicated work. Our 

R&D department has engineered two leading-edge 

instruments that will enhance the possibilities for 

maintenance engineers to practice advanced condition 

monitoring in hazardous areas.”

SPM Instrument Releases Cutting-Edge Portable 
Instruments For Extreme EX Zones

SPM Instrument, the leading provider of condition monitoring technology, now announces 

the launch of Leonova Diamond® IS and Leonova Emerald® IS. IECEx and ATEX certified, 

these new arrivals from SPM provide sophisticated condition monitoring capabilities for 

potentially explosive industrial environments, including zones 0, 1 and 2.

Visit us at easyfairs Maintec, stand M7E and at 

Plant and Asset Management 2014 at stand 

P132.  

SPM Instrument

Tel +44 1706 835 331 

info@spminstrument.co.uk

www.spminstrument.co.uk
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Condition-based monitoring (CBM) is playing 

an increasingly important role in supporting 

maintenance programmes.

It’s not hard to see why, when the investment 

required to implement a CBM solution is compared 

with the potentially huge costs associated with 

repairing or replacing machinery that has been 

damaged. 

With heavy demands on manufacturing and 

engineering teams, manual checking procedures 

are not always a high priority and when they are 

missed, hidden problems can arise. Additionally, 

not all potential problems are even detectable by a 

worker, whereas monitoring technology can pick up 

the smallest inconsistencies.

The IMC Group has recently begun a project to 

introduce vibration and shock monitoring technology 

to a series of CNC milling machines  which are 

used to produce aluminium parts for the aerospace 

industry. The unexpected failure of the machines had 

left the owners of the facility facing significant costs 

and loss of customer confidence.

Central to the effective running of the machine are 

its spindles and bearings, which are subjected to 

extraordinary force during operation. The new CBM 

system will record vibration and shock levels using 

advanced tri-axial piezo electric accelerometer 

technology, transmitting data wirelessly in real time 

to a central server.

Benchmarking was carried out in advance to 

establish the shock and vibration levels associated 

with both healthy and damaged machines. This 

helped define the settings of a ‘traffic light system’, 

which provides alerts visually, audibly and via email 

when agreed parameters are breeched. This helps 

machine operators easily identify problems, without 

needing specific training.

A traditional problem with CBM systems has been 

the huge volumes of data produced, which takes 

significant time and expertise to analyse. The 

system developed by The IMC Group incorporates 

user-friendly software that automatically identifies 

potentially dangerous data trends and delivers an 

alert.

Spindles which are subjected to excessive 

vibration or jarring may be damaged beyond repair, 

necessitating an expensive replacement part. If 

problems are not detected early, a malfunctioning 

spindle can damage the machine more broadly, 

which can send costs spiralling. 

The aim of the monitoring initiative is to increase the 

lifespan of the spindles by reducing the incidence 

of damage, optimising machine performance, 

promoting best practice among operators and 

reducing machine downtime and loss of production 

associated with breakdowns, as well as proving 

accurate data, where necessary, to support warranty 

claims.

Excessive vibration can be a symptom of problems, 

and the data provided by CBM enables immediate 

predictive maintenance, as well as the reduction 

of pre-scheduled preventative maintenance which 

may be unnecessary – further reducing maintenance 

costs.

The technology works alongside the company’s 

existing SEIKI system, adding an additional layer of 

performance optimisation.

Similar CBM technology from the IMC Group is also 

currently deployed on the top drives of oil rigs and 

on cranes within a steel facility.

More Firms Are Turning To Condition Monitoring 
To Avoid Costly Breakdowns

By Deborah Haisman, Industrial Business Development Manager, The IMC 

Group (www.the-imcgroup.com / sales@the-imcgroup.com / 01462 688070)

The IMC Group provides the heritage, 

healthcare, industrial and food sectors with 

tailored monitoring technology that delivers 

vital data, ranging from environmental 

parameters such as temperature and 

humidity through to the condition of goods 

and infrastructure during operation, storage 

and transportation. The Group was formed 

from a series of mergers and acquisitions 

which began in 2007 and brings together 

over 100 years of combined expertise. 

It recently consolidated its operating 

companies into the Group, a change that is 

supported by the launch of a comprehensive 

new website (www.the-imcgroup.com). The 

Group’s key brands include Hanwell, IceSpy 

and ShockLog.
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The Fluke 1623-2 and 1625-2 GEO Earth Ground 

Testers offer automated data collection and 

storage, with download capabilities via a USB port, 

eliminating data entry and recording errors. The 

choice of models targets electrical contractors, 

industrial maintenance technicians and power 

utilities and telecom engineers. The higher end 

1625-2 features Automatic Frequency Control 

(AFC) which identifies interference and chooses 

measurement frequency to provide an even more 

accurate earth ground value. Optional colour coded 

wires provide easier identification and deploying of 

wire reels and stakes, thus offering faster setup. 

A lack of proper grounding also increases the 

risk of equipment failure.  Without an effective 

grounding system, electrical devices are subject to 

instrumentation errors, harmonic distortion issues, 

power factor problems and a host of possible 

intermittent dilemmas. Studies show that as much 

as 25% of power quality problems are related to 

poor grounding. The new IP56-rated Fluke 1623-2 

and 1652-2 GEO Earth Ground Testers can perform 

all four types of earth ground measurement:

•	  3- and 4-pole Fall of Potential (using stakes)

•	  4-pole Soil Resistivity testing (using stakes)

•	  Selective testing (using 1 clamp and stakes)

•	  Stakeless testing (using 2 clamps only)

The testers are also easy to use. For each test, the 

tester indicates which stakes or clamps need to be 

connected and the large rotary switch can be used 

even with a gloved hand. Other advanced features 

on the Fluke 1625-2 include R* measurement, which 

calculates earth ground impedance at 55Hz to more 

accurately reflect the earth ground resistance than 

a fault-to earth ground would see, and adjustable 

limits for quicker testing.

With the stakeless test method, two clamps are 

placed around the earth ground rod and both are 

connected to the tester: no earth ground stakes are 

used at all. The tester automatically determines the 

resistance of the earth ground rod which does not 

need to be disconnected - leaving the bonded earth 

ground system intact during test. This enables tests 

inside buildings, of power pylons, and anywhere 

there is no access to soil. This test method only 

works if a bonded earth ground system exists for the 

building or structure under test, but most are. If there 

is only one path to ground, as at many residential 

applications, the stakeless method will not provide 

an acceptable value and the Fall of Potential test 

method must be used. 

Available also as complete kits, these come with the 

1623-2 or 1625-2 tester, test leads, 4 earth ground 

stakes, 3 cable reels with wire, 2 clamps, batteries, 

and manual - all inside a professional Fluke carrying 

case.

New Fluke Earth Ground Testers For 
Simpler, Faster Testing

Fluke, the world leader in compact professional test tools, 

has introduced two new Earth Ground Testers, indispensable 

troubleshooting tools to help maintain uptime and lower the 

risk of electric shock to personnel.

Information about all Fluke products can be 

obtained via the Fluke web site at:

www.fluke.co.uk. 
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Twenty five years on from the Berlin Wall coming 

down and the Exxon Valdez oil disaster in Alaska; 

the world has changed considerably. 

David Hipkin, SoftSols Group Managing Director 

reminisces, “Back in the early days of attending 

exhibitions, as a technology company, the major 

headache was getting the actual computers to the 

events using dedicated vehicles and then setting 

them up. Today, we can turn up with laptops and 

handheld devices, everything’s installed, the devices 

just connect and away you go.

“Maintec has always been our primary exhibition, 

it’s a great way of meeting customers’ old and new 

and getting really valuable feedback as to what is 

happening in the marketplace. This year, the co-

location with The Facilities Management event is 

very exciting for us, as we have extensive experience 

in the facilities sector too. We are very well known 

within the manufacturing sector, as this is where 

our traditional maintenance customer base sits, 

but today almost half of our customers would be 

classed as facilities so we are really pleased about 

being able to speak to both these audiences at the 

same time.”

David continues, “We have plenty to shout about 

already this year, we have continuously invested 

in our product so we have some great new 

developments to show in Agility. This year though, 

we will also look a little different as we have invested 

in updating how we present ourselves to our 

customers and the industry as a whole.” 

All Agility’s latest features will be demonstrated on 

stand M10F, along with the latest mobile versions of 

Agility; Agility for Android™ and Agility for Windows 

Mobile™. The mobile offerings play a significant 

part in the future development of Agility as the 

market demands increased mobile functionality and 

flexibility. 

Advanced previews will also be available of a brand 

new feature coming to Agility in 2014; Resource 

Booking. Agility has always been able to manage 

labour resources, now with Resource Booking users 

are able to manage precious resources throughout 

their organisation. Employees, vehicles, tools, 

equipment, rooms or spaces can all be identified 

as resources and then be allocated and efficiently 

managed within Agility. 

Bookings can be integrated with Microsoft Exchange 

Server, making full use of Outlook Calendar with 

meeting invitations and the checking of staff 

availability.

Peter Smith, SoftSols Product Management Director 

comments, “This new feature in Agility offers 

users even more ability to efficiently manage their 

resources. Availability of equipment, people and 

rooms can all now be validated to ensure that the 

optimal planning or booking schedule is achieved.  

The new Agility feature can be used to help make 

teams and organisations as efficient as possible”. 

Visitors to stand M10F will be able to try Agility for 

themselves using the new interactive area, they will 

see the speed and efficiencies of Agility and how 

it can be used to raise and deploy issues out to 

mobile users. 

On Wednesday 12th March, visitors to the show 

will be able to see David Hipkin, present as part of 

the Maintec Business Seminar Program, with one of 

SoftSols long term customers Rockwell Automation 

on the advantages of using Agility and the benefits 

and savings that can be enjoyed.

SoftSols at Maintec 2014
SoftSols will be attending this year’s Maintec exhibition at 

the NEC, twenty five years on from the very first year they 

supported the show.

Anyone not able to visit Maintec, who would 

like to see Agility in action please join us 

at an Agility Roadshow, the first of which 

will be on the 26th March at Wetherby 

Racecourse.

Please call on 01924 200344 

or email info@softsolsgroup.com 

to reserve your place. 

Android is a trade mark of Google Inc.
Windows Mobile is a registered trade mark of Microsoft 
Corporation in the United States and other countries
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Many businesses will have implemented a CMMS 

(Computerised Maintenance Management Software) 

solution to streamline asset management, in order to 

meet corporate goals. 

CMMS software manages the complex data 

associated with each individual asset. It allows 

maintenance managers to schedule and automate 

maintenance jobs, highlight the most cost-

effective method of maintaining an asset and link 

equipment with components for maintenance and 

refurbishment purposes. Recent developments in 

web and mobile technology have further extended 

the capabilities of CMMS software in tracking and 

monitoring equipment, supporting effective asset 

management.

Handheld CMMS technology has revolutionised 

the work of the maintenance engineer, saving time, 

improving efficiency and providing instant access 

to asset information. Instead of using paper-based 

documentation to manage jobs, maintenance 

engineers can now carry a tablet computer, such as 

an iPad, or a smart phone which provides instant 

access to work orders, listed by locations, asset, 

priority, status or date. This allows managers and 

clients to gain real-time job updates and engineers 

to receive emergency job information on the spot. 

The current trend of BYOD (Bring Your Own 

Device) has further accelerated the use of handheld 

technology. Via BYOD strategies, employees are 

actively encouraged to use their own mobile device 

in the workplace to access corporate applications 

and information which are stored in the Cloud, 

allowing them to perform their job roles effectively, 

using hardware that is already familiar to them.

Mobile technology is also being increasingly utilised 

to support the condition-based monitoring of 

equipment. Asset data is collected on a handheld 

device by operatives, which is then analysed to 

determine predictive maintenance strategies.

Barcodes and RFID (Radio-frequency identification) 

tags, used to identify, track and secure equipment, 

can be scanned by a mobile device to read asset 

data and upload information into the centralised 

CMMS database, in order to streamline asset 

inspections and reduce errors.

QR codes, a new matrix barcode technology widely 

used in the consumer market; is being increasingly 

adopted in the maintenance sector, because it is 

low cost, offers fast readability and better storage 

capacity.  QR codes can be implemented to attach 

to, track and manage asset data, providing in-depth 

insight into an asset’s performance and history. QR 

codes can also be used for labelling rooms, which 

enables mobile operatives to scan their location 

and receive context sensitive options, such as jobs 

or asset inventory for the location and details of 

previous operatives’ visits.

Building Information Modelling (BIM), provides a 

virtual model of a building or facility, which links the 

precise location of assets with verified “as built” 

information from manufacturers, suppliers, installers 

and consultants, enabling streamlined decision 

making for purchasing, maintaining and replacing 

assets by having a single initial source of building 

information.

Technology can manage the whole asset 

management process from the initial asset discovery 

and condition monitoring on handheld devices, 

to tracking the asset’s movements, managing its 

condition, establishing true operating costs and 

enabling optimal life strategies to be implemented. 

Importantly it also allows for better auditability and 

transparency of an organisation’s asset base.

Emerging Technology for Effective Asset Management
Reducing operational costs and optimising efficiency are key 

objectives faced by maintenance managers responsible for 

managing the assets of an organisation.

Service Works has published a guide 

examining best practice in asset 

management and explores the role of 

technology in achieving pro-active asset 

management. 

To receive a complimentary copy of 

‘Guide to Effective Asset Management for 

Buildings & Equipment’, please email info@

swg.com or call +44 (0)208 877 4080.
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These applications offer maintenance teams affordable 

tools for impressive on-going time and cost savings.

The latest enhancements to the Pirana suite are the 

result of many conversations with customers. This 

release is focused on simplifying maintenance processes 

and the software is now even easier to deploy and use 

in the field.  

Compatible with major browsers, Pirana can be 

presented in different languages and terminology and 

offers a broad choice of security setup. The Quick 

Work Order Signoff and the popular Dashboard and 

KPI Scoreboard are proving to be essential control 

tools. Powerful search & filter utilities are enhanced and 

reports can easily be exported to Excel.  

Pirana is unbeatably affordable and is being adopted 

by many major players in the food, manufacturing and 

services arena.  Sold in modules, including the popular 

Mobile Solutions, Pirana can revolutionise work order, 

stock, & purchasing operations.

Scalable Solutions

Shire software products are suitable for any size of 

enterprise.

Choice of setup

Shire solutions can be effortlessly operated online 

through an internet connection (hosted) and on mobile 

devices.   However, not every organisation requires or 

has access to a connection so Shire also have solutions 

for those who wish to install and maintain software on 

their own computer network (on-premise). Support is 

second to none.

Uniquely affordable 

Shire products are simply the most affordable 

maintenance software of its type available!

Benefits for the team.

•	 Non nonsense interface 

•	 Efficient communication

•	 Customisable interactive dashboard

•	 Detailed reports and statistical graphics. 

•	 Mobile applications with real-time or offline 

synchronisation 

Benefits for the IT department

•	 Use Out-of-the-box 

•	 Easy to install and quick to deploy

•	 Rapid new user setup  

•	 Microsoft SQL Server database

•	 Built using the latest Microsoft .Net technology

•	 Multi-platform, browser supported.

Benefits for Decision Makers

•	 Improved insight on what is happening in the 

maintenance department

•	 Time and cost savings through effective 

maintenance planning

•	 Accurate information on maintenance cost drivers

•	 Accurate equipment tracking and work scheduling

•	 Less equipment breakdowns

•	 Better allocation of resources

•	 Less downtime

•	 Reduction in inventory costs 

•	 KPIs that customisable to meet your needs.  

•	 Detailed statistical and graphical reports

Key Features:

•	 Asset Register 

•	 Work Scheduling 

•	 PM & corrective tasks.

•	 Stock Control 

•	 Parts catalogue

•	 Purchasing Management 

•	 Management KPIs 

•	 Detailed Reports 

•	 Documents & Pictures  

•	 Fault Types 

•	 Meter readings

•	 Alerts & Reminders

•	 Mobile Deployment

Over 10,000 organisations use Shire maintenance 

management software, making Shire Systems the UK’s 

leading provider of maintenance solutions.

FREE CMMS Roadshows

Shire has a full schedule of FREE CMMS roadshows 

and also offers a FREE, no-obligation, fully functional 

demonstration system, so there are plenty of 

opportunities to try before you buy.

Attending one of these popular roadshows is an 

easy way to learn more about Shire’s Maintenance 

Management Software, or CMMS in general. 

There’s no obligation and everyone is welcome.  You 

could be an existing user looking for a refresher, or 

wondering about the benefits of switching to Shire. 

If you don’t have a CMMS, you’ll be interested in the 

advantages and payback.  

Using a no-nonsense approach Shire aims to provide a 

question and answer session, not a sales pitch.  Shire 

invites you and your colleagues to join them at a FREE 

roadshow.

A visit to a roadshow is also an opportunity to learn 

all about browser based systems and the differences 

between the two Shire installation options – on-premise 

and fully hosted.

Shire Roadshow dates 2014

•	 26 March - Heathrow Premier Travel Inn 

•	 30 April - Edinburgh, The Gyle Premier Inn 

•	 14 May - Manchester Airport Holiday Inn 

•	 25 June - Newcastle Airport Premier Inn, 

Prestwick

•	 23 July - Bristol Premier Inn, Cribbs Causeway 

•	 24 Sept  - Peterborough Premier Inn, Norman 

Cross 

•	 15 Oct - Cardiff Village Hotel 

•	 20 Nov – Nottingham Premier Inn

Training and Services

Shire can offer you training and implementation services, 

from a dedicated team of consultants, either at one of 

our learning centres or your own premises.

Courses are designed to provide participants with a 

comprehensive understanding in the use of the software 

as well as guidance on setting up the systems in real life 

situations.

Shire’s Pirana CMMS -  New, smart Maintenance Software
Shire Systems, the UK leading producer of maintenance software has announced 

the release of the latest version of their Pirana CMMS suite of easy to use 

maintenance management products, including the NEW Pirana Mobile PRO. 

+44 (0)23 8022 4111 

sales@shiresystems.com  

www.shiresystems.com  
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The campaign focuses on the challenging work of 

a field calibration technician and how the right gear 

can make that work much easier and also more 

efficient. 

Being a field calibration technician in the processing 

industry is a tough job: you are under constant 

pressure to be more effective, you need to have 

many skills and carry multiple devices, environmental 

conditions can be challenging and constantly 

changing, and the documentation of data takes 

time and is difficult in the field. Having the right gear 

makes the work much easier and also more efficient. 

Raimo Ahola, CEO of Beamex Group explains, “Out 

of more than 2,000 people who have responded 

to our studies on challenges in current calibration 

processes, every other person says he or she would 

like to carry less equipment in the field. According to 

the responses, this is by far the biggest challenge. 

Secondly, more than a third of the respondents 

state that documentation takes too much time and 

almost as many people stated that errors relating to 

documentation of data are too common”. 

Jan-Henrik Svensson, VP Marketing & Sales of 

Beamex Group describes, “Since there are a lot of 

things for a calibration technician to do, you need 

to be more effective all the time. Equipment with 

automated and guided procedures is one solution 

to this challenge. Furthermore, several individual 

applications may be possible to perform with just 

one multifunctional measurement device, which 

means that less equipment needs to be purchased, 

maintained and, ultimately, carried in the field. 

Often a technician needs to use many different 

tools; therefore the ease-of-use is important. If the 

environment is, for instance, dirty, wet, dusty or 

even potentially explosive, you have to consider 

the required classification for the equipment. 

Documenting the calibration work done in the field 

may take a lot of effort and can be prone to error 

if done manually. Using field equipment together 

with software significantly improves the efficiency 

of documentation work and the quality of data. In 

conclusion, many of the challenges field calibration 

technicians have can be overcome by carefully 

planning what kind of gear and equipment a 

technician should have.”

The microsite beamex.com/readyforthefield 

explores the challenges related to the work of a field 

calibration technician and how the right gear and 

equipment make the work much easier and also 

more efficient.

Beamex Focuses On Making The Work Of A Field 
Calibration Technician Easier And More Efficient

Beamex focuses on making the work of a field 

calibration technician easier and more efficient by 

launching a global “Ready for the field?” campaign.

BEAMEX is a leading, worldwide provider 

of calibration solutions that meet even the 

most demanding requirements of process 

instrumentation. For more information, visit 

www.beamex.com.
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Foresighted production directors and managers 

ensure that their organisation’s implement regular, 

pre-scheduled maintenance programmes to 

achieve maximum manufacturing and process 

efficiencies with minimum downtime.  It is important 

to remember that routine planned maintenance 

extends beyond the production floor to back room 

equipment such as power generation sets, chiller 

plant and air conditioning units.  

Often routine maintenance procedures will take 

place whilst production is dormant, during night 

shifts or annual holiday periods.  Where this is not 

possible an alternative solution is required and this 

normally comes from plant hire companies able to 

supply quickly a solution to overcome the problem.  

During tough economic times routine maintenance 

may have been sacrificed for financial reasons or 

in favour of non-stop production.  This could have 

catastrophic consequences; unexpected plant 

shut-down due to plant failure could result in the 

loss of many thousands of pounds through machine 

downtime.  In such instances a competent hire 

company may have the right solution.

Behind the scenes power generation plants, 

air conditioning units and on-site chillers may 

be delivering right across a company’s entire 

manufacturing site; work of the chiller is often more 

specialist and complex in supplying a range of 

engineering solutions – cooling water to production 

machinery, component cooling between cycles 

and if required bringing an additional chill factor to 

air conditioning systems.  Chillers are also used to 

create permanent or temporary storage areas.

Making the right choice

Chiller hire provides a short or long term immediate 

solution to in-house chiller failure, the objective of 

chiller hire is being able to return to production or 

storage normality as quickly as possible.

Since the emphasis is on immediacy, organisations 

should seek a hire company, such as Andrews 

Chiller Hire, who have an extremely large range 

of chillers. It is imperative to have the right size 

equipment for your problem without over selling, 

supplying a larger capacity machine at a higher 

Plant Efficiency Relies on Hired Help
By Carl Webb – Director of Andrews Chiller Hire

cost or underselling, delivering a smaller capacity 

machine which is unable to deliver that essential 

output.  Another other major consideration when 

selecting a hire company is to choose one with an 

extensive number of depots, this ensures faster 

delivery and quicker installation.

Many leading hire organisations will claim to provide 

24/7, 365 day access to specialist engineering 

staff, there are just a few that can actually deliver on 

this promise and have a large nationwide network 

of depots that can respond promptly. Engineers 

from competent hire companies need to carry out 

a site survey, to identify the very best position to 

site a skid-mounted chiller, understand the chilling 

requirements and specify a chiller capacity that must 

also take into account ‘heat’ and ‘cooling’ losses 

from lengthy pipe runs, the greater the distance 

to the site inlet manifolds the larger the unit and 

subsequently higher costs.

Air-cooled, fluid chillers are generally available from 

most hire companies and offer a flexible solution, the 

big design advantage is that they can be installed 

extremely quickly enabling the production process to 

return to normality as quickly as possible.

Andrews Sykes Hire Limited

Chiller Division

Unit 54 Gravelly Industrial Park

Tyburn Road

Birmingham B24 8TQ

Tel: +44 (0)1902 328725

E: shdinternalsales@andrews-sykes.com

web: www.andrews-sykes.com
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As the latest addition to the Warrior range, the new stacker 

has been designed as a compact and versatile truck with the 

ability to handle safely all types and sizes of pallet.

The company’s Warrior range comprises an extensive 

selection of materials handling equipment including hand 

and high lift pallet trucks, platform trucks, mobile and static 

scissor lifts, stackers and work positioners plus a range of 

rugged handling attachments.

The new Warrior semi electric stacker provides a lifting 

capacity of 500kg at 400mm load centre and is available 

in two versions offering standard lifting heights of 1600mm 

and 2500mm plus an optional higher lift of 3000mm. With 

overall dimensions of 2060mm (length) and 840mm (width), 

the stacker is compact to ensure excellent manoeuvrability 

in confined operating areas. The truck is powered by a 12 

volt battery which is supported by an integral charger to 

ensure fast recharging for optimum performance in the most 

demanding applications and environments.

One of the most significant features of the new Warrior 

semi electric counterbalanced stacker is its multi pallet 

handling ability. In many applications, the types of pallets 

to be handled cannot be guaranteed and a company’s 

handling equipment is required to cope with a number of 

different pallets. These can include not only standard open-

ended Euro pallets but also types that have full perimeter 

bottom boards and/or lateral bearers that cause problems 

for trucks fitted with traditional ‘wrap over’ forks. The new 

Warrior stacker overcomes this problem with its 800mm 

long carriage-mounted forks that may be simply adjusted 

to provide a fork spread from 190mm to 800mm. General 

workshop handling tasks are also simplified because the 

new counterbalanced stacker does not rely on straddle legs 

to achieve its rated lifting capacity.

Performance, reliability and safety have been designed into 

the new Warrior semi electric stacker. A simple to operate 

tiller handle ensures precise control whilst an efficient braking 

system ensures operator confidence throughout the most 

demanding shifts. Also, in common with all products in 

the Warrior range, the new stacker is covered by a full 12 

months on site parts and labour warranty.

“Our new semi electric stacker has really raised the bar 

in low capacity trucks,” Says Andy Williams, European 

Handling’s managing director. “The Warrior range is 

renowned for being rugged, safe and cost effective. This 

newest addition to the range maintains that pedigree and 

we have already begun to see high levels of interest from our 

nationwide network of dealers.”

New Warrior Semi Electric Stacker Handles All Pallet Types
European Handling Equipment has launched the Warrior semi electric 

counterbalanced stacker.

For further information, please contact:
Andy Williams
European Handling Equipment Limited
Tel: 01384 423330
Email: andy@european-handling.com
www.european-handling.com 
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At their Ayrton railhead site they handle potash 

from a nearby mine in North Yorkshire which is very 

aggressive to steel structures. Consequently they 

have historically used anti-corrosion coating systems 

supplied by Winn and Coales (Denso) Ltd to protect 

roof trusses from corrosion.

When they recently replaced roof trusses in a section 

of one of the warehouses used for storing the potash they designed the trusses as 

hollow rectangular sections to allow easier application of Winn and Coales’ Denso 

Steelcoat 100 System.

Denso Steelcoat 100 System consists of Denso Hi-Tack Primer and Denso Hi-Tack 

Tape and provides excellent long term protection to steel structures in aggressive 

environments. On this occasion, Denso Self Adhesive PVC Tape was used as an 

outerwrap to provide additional protection in the aggressive dusty atmosphere of the 

warehouse. 

This system has been used in several applications at salt mines and salt handling 

facilities and has a proven history in providing long term protection in such 

environments.

Winn & Coales (Denso) Ltd, Chapel Road, London, SE27 0TR

Tel: 020 8670 7511   |    Fax: 020 8761 2456

e-mail: mail@denso.net   |   web: www.denso.net

Denso Steelcoat Chosen for Potash Warehouse
AV Dawson Ltd, who were founded on Teesside, 

Middlesbrough, in 1913 are a multimodal distribution 

logistics supplier who operate a diverse range of haulage, 

shipping, warehousing and railhead facilities. 

However, the latest System Allround energy chains 

from M Buttkereit Ltd are manufactured utilising 

a flexible link material, enabling varied movement 

possibilities without necessitating any substantial 

design, layout or operating alterations. Combined 

rotary or oscillating movements can overlap within 

single or even double linear movements, and where 

sufficient chain lengths are involved, then 90º 

lateral pivoting and 180º axial rotations can also be 

achieved. This provides for an almost limitless range 

of motion in a hanging arrangement where adequate 

chain lengths are available.

This versatility is achieved by the incorporation of 

highly flexible links manufactured from thermoset 

elastomer material. These individual links are 

available with 65mm pitch enabling both inside and 

outside bend radii from 65 to 300mm, and a 90mm 

pitch link for similar bends from 100 to 400mm 

radii, while the largest pitch dimension of 115mm 

accommodates bending from 150 to 500mm 

radii. Variable link dimensions to achieve optional 

conveyor widths can also be provided with 50 to 

200mm conveyor width on the 65mm pitch and 

50 to 300mm conveyor width for both the 90 and 

115mm pitch links.

 Energy chains provide the ‘life support’ systems 

of modern moving-head equipment utilised for 

machining, picking, packing and a multitude of other 

essential undertakings in the working environment. 

They provide universal carrier and guide facilities 

for not only the power supply hoses (electric, 

pneumatic, vacuum or hydraulic etc) but also any 

associated cablework for systems control or general 

fluid supply requirements. Energy chains not only 

minimise equipment installation, but reliability protect 

and extend the working life of cable systems as 

well as permitting cable retrofits with time saving 

procedures to minimise any down-time operations.

Energy Chains Accommodate  90º Lateral Pivoting & 
180º Axial Rotations

 Standard energy chain systems are not designed to accommodate lateral 
(side to side) displacements or torsional (twisting) movements in the 
normal course of their running operations.

Further information is available on request to:

M Buttkereit Ltd, Units 1 & 2, Britannia Road 

Industrial Estate, Sale, Cheshire  M33 2AA

Telephone: 0161 969 5418

Fax: 0161 969 5419

e-mail: info@buttkereit.co.uk

www.buttkereit.co.uk
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The new ROCOL ANTI-SEIZE Regular Grade product 

and nuclear grade approval for ANTI-SEIZE 797 

enhance a 15-strong range that already features market 

leading products, such as the popular DRY MOLY 

Spray.

 

ROCOL ANTI-SEIZE Regular Grade is designed to 

avoid seizing in mechanisms and threaded connections. 

Offering superior vibration, pressure and temperature 

resistance, it is ideal for use in aggressive environments, 

where it protects against fretting to ease dismantling 

and also acts as a sealant to prevent fluid and gas 

contamination. 

 

ANTI-SEIZE 797 is a high temperature anti-seize paste 

specially formulated for nimonic and stainless steel 

which is manufactured to the highest purity – nuclear 

grade.  It offers excellent anti-seize properties over 

extended periods at high temperatures and protects 

against wet conditions and chemical attack even in the 

most aggressive conditions.

 

With extremely low levels of chlorine and sulphur, it 

is ideally suited to lubrication, protection and to ease 

dismantling in nuclear environments.

 

The expansion of the anti-seize range provides total 

assurance to customers at a time when the EU chemical 

control system REACH requires lubricant suppliers 

manufacturing or importing into the EU to register with 

the European Chemicals Agency to enable consistent 

risk management across the continent.

 

Gareth Procter at ROCOL says: “We are working 

closely with distributors to ensure customers have a 

comprehensive range of high performance anti-seize 

products at their disposal. Adding ANTI-SEIZE Regular 

Grade has expanded the number of applications 

covered by our anti-seize range, and achieving nuclear 

grade approval for ANTI-SEIZE 797 is a perfect 

illustration of the high performance levels that customers 

have come to expect from all ROCOL anti-seize 

products.“

 

The ROCOL anti-seize range includes copper based 

compounds, solutions that deliver a dry film, sprays 

for dismantling and specialist products for food-grade 

applications.  The quality and popularity of these 

products is typified by DRY MOLY Spray, which is an 

extreme load, dry film, molybdenum disulphide paste 

suitable for applications where wet films cannot be 

tolerated.  It continues to lead the market due to its 

superior performance characteristics that lower spec 

products cannot match.

ROCOL ANTI-SEIZE RANGE EXTENDED
Leading UK lubricants manufacturer ROCOL has added a 

nuclear grade approval and a brand new product to its REACH-

registered anti-seize range, providing maintenance managers 

with a safety compliant solution, whatever the application.

For further information about the full ROCOL 

anti-seize range visit www.rocol.com.

Grease cartridges can be supplied filled with the 

specific brand & type of grease type required for the 

application & can be changed in seconds by the 

user.

As the Jack-Luber is a motor-driven lubricator, it can 

generate up to 250psi operating pressure, meaning 

that it can be used with 

long feed lines or in 

cases where there is 

high back pressure at 

the bearing.

The innovative new Jack-Luber incorporates a 

Jackscrew mechanism which reduces wear & 

therefore prolongs the operational life of the unit.

Once activated, the Jack-Luber runs intermittently 

to supply grease on the optimum “Little and Often” 

principle.  Integral switches allow users to set the 

required feed rate, allowing up to 2 years operation 

between cartridge/battery change.

The Jack-Luber is suitable for indoor or outdoor use 

and is not affected by changes in temperature.  In 

addition, the Jack-Luber is certified intrinsically safe 

for use in hazardous areas. 

This new addition fills the gap in the ATS Electro-

Lube product range, fitting between the low 

pressure (50 psi) Electro-Luber Gas Series and the 

ATS Electro-Lube (UK) Ltd Have Added Another Product To Their 

Well Proven Range Of Self Contained Automatic Lubricators.

The new Jack-Luber is a fully self-contained battery 
powered lubricator available with either a 125cc or 
250cc replaceable grease cartridge.

higher pressure (900 psi) Ultimate-Luber Motor Drive 

Series.

Jack-Luber Model 

125 & Replacement 

Cartridge

Detailed information, including 

demonstration videos for the entire ATS 

Electro-Lube product range can be found 

at their new website: 

www.atselectrolube.co.uk. 
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When the existing pumps have been in place for 

several years and are constantly giving problems, 

finding the right supplier capable of offering the 

most appropriate pump type can make the decision 

easier.

At Meadow Foods’ Holme on Spalding Moor plant 

in Yorkshire, the chocolate crumb production 

A Change Of Pump Boosts Chocolate 
Crumb Production

Making the decision to change pumps on existing 

processing lines can be a difficult decision to take. 

lines had for many years relied upon five rotary 

lobe pumps for transferring the mix of cocoa and 

condensed milk which makes up the crumb from 

process tanks to driers. The problem was that 

the pumps were constantly breaking down due to 

excess back pressure on the mechanical seals, and 

being obsolete the repairs and maintenance were 

becoming costly and irritating. Typically, pulling out 

the pumps and refurbishing them was taking around 

14 hours, and spares had to be kept in reserve.

Chocolate crumb is a difficult product to pump 

as it is thick and highly viscous at its production 

temperature of 40ºC and it becomes even more 

challenging when it cools as it tends to solidify. 

This in turns puts great back pressure on the 

pumps. Should there be any pump break downs 

remedial action has to be taken to avoid the crumb 

solidifying. Given the experience with Waukesha 

Universal 1 series pumps in other parts of the plant, 

AxFlow were asked for advice. After examining the 

application and nature of the pumped medium, 

a decision was taken in 2012 to remove the old 

pumps and replace them with Waukesha 130U1’s 

fitted with double O-ring greased packed seals.

“Our decision was to supply the pumps with motors, 

gear boxes and mountings suitable for hygienic 

applications,” says AxFlow’s Brendan Orange. 

“Meadow Foods have told us that the motors are 

saving energy and that the reliability of the pumps 

is excellent and none have needed to be touched 

since their installation some 18 months ago. In fact 

maintenance has been reduced substantially and 

now is largely confined to checking oil levels.

One of AxFlow’s Waukesha 130Universal 1pumps fitted with double O-ring greased packed seals. For further product details, contact:

Tony Peters

AxFlow Ltd

Orion Park

Northfield Avenue

Ealing

London W13 9SJ

Tel: 020 8579 2111

Email: info@axflow.co.uk

www.axflow.co.uk
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