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This is why Henkel has introduced a comprehensive 

range of LOCTITE® dispensing systems based on 

the principle of volume change, a process which 

ensures consistent dosing.

Commonly, these LOCTITE® Volumetric Dispensing 

Systems are used in automatic workstations, 

transfer lines and in robotised assembly for precise 

dispensing of adhesive dots and beads onto mating 

surfaces or flanges.  This is particularly important to 

those in electronics and medical device assembly 

who also often require the integration of light cure 

equipment in the process.

As Henkel can supply both the adhesive and 

the volumetric dispensing system, the combined 

solution is optimised for the purpose. Consistent, 

high quality bonding and sealing is assured, with 

very high repetition accuracy even in variable 

environment conditions.  

At the heart of the LOCTITE® design is an eccentric 

rotor pump, the main components of which are a 

stainless steel rotor that rotates within a self-sealing 

elastomeric stator.  As it dispenses the adhesive 

volumetrically and virtually free from pulsation, it 

gives far greater control of the amount of adhesive 

released.  

The volume flow depends on the size of the pump 

and the number of revolutions; direction of flow 

is reversible to eliminate the possibility of post-

dispense dripping.  As flow is directly proportional 

to the speed of rotation, the system allows for the 

continuous, variable adjustment of the dispensing 

rate via motor speed adjustment. 

The standard, single pump, Henkel Volumetric 

Rotor Dispenser is designed for flowable, single 

component LOCTITE® anaerobic adhesives/

sealants and light-curing acrylics. A maintenance-

free, brushless DC motor is used to drive the system 

and an integrated pressure regulator is provided for 

connection to an optional reservoir.

The system comes complete with a dedicated 

controller whose menu navigation and graphic LCD 

display makes it easy for users to select either the 

amount of product dispensed, in millilitres, or the 

dispense rate in ml/min.

The LOCTITE® Dual Rotor Pump Dispenser is 

based on exactly the same operating principle but 

is mainly designed to handle two-part epoxy resins.  

It is suitable for processing low and high viscosity 

materials within the ratio of 1:1 to 10:1 and typically 

specified for dispensing continuous beads or for 

time-controlled potting applications in manual work 

stations. 

Two separate servo drives allow continuous 

adjustment of the ratio mix and the system can also 

process some abrasive products.  As the pumps are 

built directly into the follower plates with wipers, they 

can also be used for feeding and dispensing non-

levelling, thixotropic products.    

Both Volumetric Dispensing Systems are in the 

standard LOCTITE® range but, in common 

with all dispensing and automation equipment, 

they can be tailored to the precise needs of the 

application. Additional choices in the range include 

the LOCTITE® Benchtop Peristaltic Dispenser for 

volumetric dispensing from a bottle and the new Jet 

Valve for non-contact dispensing.

Adhesive Dispensing With High Repetition Accuracy
Traditional pressure-time adhesive dispensing systems are ideal 

for many automated bonding and sealing applications but they 

are not a good choice where an exact amount of product needs 

to be applied regardless of ambient temperature or viscosity.

Henkel Ltd, Wood Lane End, Hemel 

Hempstead, Hertfordshire HP2 4RQ

Tel: +44(0) 1442 278000

www.loctite.co.uk
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Typically, steam system operators use burner 

efficiency to indicate boiler efficiency. However, 

this ignores energy losses that can occur after the 

burner, such as scaled or dirty heat transfer surfaces 

or excessive boiler blowdown rates. The only way to 

obtain true boiler efficiency is to meter all energy into 

the boiler (in the gas and feed water) and compare 

this with the useful energy out of the boiler (in the 

steam). 

Spirax Sarco’s New B850 Flow Computer Makes It Easy 
To Measure True Steam Boiler Efficiency

With the launch of the Spirax Sarco B850 Flow Computer, steam system operators 

can now accurately measure true boiler efficiency without the need for Building 

Management or Supervisory Control and Data Acquisition (SCADA) systems that 

can be costly and time consuming to implement.

The B850 Flow Computer is an all-in-one unit 

that uses input data from gas, water and steam 

flowmeters to calculate the energy efficiency of 

the boiler system without the need for additional 

equipment. 

The unit can display real-time and historical data 

for an easy way to detect drops in boiler efficiency 

and identify their causes quickly. This enables swift 

action to be taken to prevent unnecessary costs 

arising from inefficient boiler blowdown procedures, 

degradation of insulation or a system failure (for 

example, in heat recovery equipment). Using burner 

efficiency data alone, such changes can often go 

unnoticed until an expensive fuel bill comes in. 

The B850 Flow Computer therefore enables energy 

and facilities managers to benchmark the efficiency 

of boiler settings and operating procedure, allowing 

energy and cost saving measures to be effectively 

implemented. It also provides proof of return on 

investment for any related expenditure.

The B850 Flow Computer is compatible with all 

Spirax Sarco flowmeters - including the new ELM10 

electromagnetic flowmeter for measuring fluid flow. 

It comprises standard 4-20mA pulse, BacNet, 

Modbus RTU and Modbus TCP/IP outputs for easy 

integration into existing BMS/IT systems and is 

easily commissioned via PC-based software using a 

setup wizard, ensuring minimal downtime.

For more information, email 

UK.Enquiries@spiraxsarco.com.

Above:

The B850 Flow Computer uses input data 

from gas, water and steam flowmeters to 

calculate the energy efficiency of boiler 

systems.
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Since being founded in 1865, Bosch has completed 

over 115,000 projects in more than 140 countries 

and is now established as one of the world’s leading 

manufacturers of industrial heating products.

In the UK today, Bosch Commercial and Industrial 

Heating provides complete system solutions for 

the commercial and industrial heating sectors with 

individual outputs from 50kW to 38,000kW.

 Its invention of today’s industry standard of a lying 

3-pass boiler was typical of  Bosch’s reputation as 

an industry pioneer and innovator, which also saw 

the business set the standard on safety equipment 

in the commercial and industrial heating sectors.

 

On the 150th anniversary, Geoff Hobbs, Business 

Development Director at Bosch Commercial and 

Industrial in the UK, commented: “Having reached 

what is a hugely significant milestone for our 

industrial business, it is great that we can reflect 

on just how significant Bosch’s contributions have 

been – not only to the heating industry, but to 

technological innovation as a whole.”

BOSCH CELEBRATES 150TH ANNIVERSARY
Leading manufacturer, Bosch Commercial and Industrial Heating 

is celebrating a special milestone, with this year marking 150 years 

since the company began producing industrial boilers.

For further information on Bosch 

Commercial and Industrial Heating’s hot 

water boiler range, please call 0330 123 

3004 or visit www.bosch-industrial.co.uk. 

Alternatively, follow Bosch Commercial 

and Industrial Heating on Twitter (@

BoschHeating_UK) and LinkedIn (Bosch 

Commercial and Industrial Heating UK).

HRH THE DUKE OF YORK VISITS BSRIA INSTRUMENT 
SOLUTIONS AS A PART OF 60 YEAR CELEBRATIONS

The Duke visited BSRIA’s Bracknell Headquarters 

where he met with Senior Staff before touring 

the BSRIA test laboratories and meeting the test 

engineers. The Duke follows in his father’s footsteps 

as His Royal Highness The Duke of Edinburgh 

visited BSRIA in 1962.

During the visit The Duke toured the BSRIA 

Instrument Solutions calibration test labs where 

he saw a number of instruments being calibrated 

including BSRIA’s new infrared test rig. His Royal 

Highness then watched a demonstration of one of 

BSRIA Instrument Solutions most popular thermal 

imaging cameras before progressing on to view the 

wind tunnel that caught The Duke’s eye during the 

tour.

Alan Gilbert, BSRIA Instrument Solutions General 

Manager said “It was a pleasure to play host to His 

Royal Highness during his visit to BSRIA Instrument 

Solutions to celebrate the company’s 60 year 

diamond anniversary. It was an apt opportunity 

As a part of their 60 year celebrations BSRIA were 

visited by HRH The Duke of York, KG on April 13th.

More information at www.bis.fm

to pay homage to all BSRIA has accomplished 

and also to discuss with The Duke what BSRIA 

Instrument Solutions hopes to achieve during the 

next 60 years to come.”
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The appeal for Murphy to use the Protal 7300 coating product 

on the contract was that, on completion of blast cleaning to 

gas industry standards, which correlates to Swedish standard 

Sa21/2, it enabled them to obtain a required coating thickness 

of 1000 microns in one application to the welded joints.

The Protal product was used on a dual pipeline from Storengy’s 

exiting gas and methanol lines to Well Site H324, a distance of 

1200 metres which also linked four well sites along the route.

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.  It can be applied by brush, roller or pad.

Denso Protal Protects Pipeline 
Joints at Gas Storage Site

Having previously used Winn & Coales Denso Protal protective coatings on 

several pipeline projects at Storengy UK’s Gas Storage Site in Cheshire, leading 

civil engineering and construction company J Murphy & Sons Ltd has recently  

used Denso Protal 7300 for protecting weld joints on the 2014 Underground 

Pipelines Contract with Storengy UK.

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

This investment comes on the back of a high growth 

year for the company’s security fencing, with a 150% 

increase in demand.

The expanded metal mesh used in the ExMeshTM PIDS 

Easy Fit system, has many advantages over other types 

of mesh used in alternative systems:

•	 Quick and easy to install with only 6 mounting 

bolts per panel, now of which are accessible from 

the attack face.

•	 The system incorporates protected cable channels 

and mounting rails for standard conduit systems 

and/or armoured cable.

•	 The cable channels allow long lengths of cables to 

be run across the fencing panels without the cable 

being compromised.

•	 ExMeshTM PIDS Easy Fit systems have been 

designed to work as part of a layered security 

approach, allowing electronic security systems to 

be easily integrated.

•	 The mesh pattern used in the ExMeshTM PIDS 

Easy Fit system offers good through vision.  This 

makes it ideal for CCTV monitored areas. 

•	 The fencing system is fully galvanised as standard.  

Powder coating is available in a wide choice of 

RAL colours.  (This may incur additional charges).

•	 Each fence panel is made from a single sheet of 

galvanised steel (the panel is galvanised after the 

sheet has been cut).

•	 With no joins, welds or links used in the 

manufacture of ExMeshTM security products, the 

fence panels are some of the toughest and secure 

available.

ExMeshTM Security Products are a range of products 

that achieved a number of accreditations including; 

Secured by Design and LPCB (Loss Prevention 

Certification Board).  The company also has pre-

validated questionnaires for Achilles UVDB and RISQS.  

These products are available off the shelf from its 

240,000 sq ft UK factory, where customers are welcome 

to come and meet the team.

Geoff Miles, ExMeshTM European Business 

Development Manager, said:  “ExMeshTM security 

products have good through vision and are quick and 

easy to install.  ExMeshTM PIDS Easy Fit in particular 

is an excellent security barrier for use in a wide range 

of security settings, with the added bonus of low 

maintenance.  We are seeking real growth as the 

industry is voting with its feet, buying thousands of 

kilometres of fencing systems which is delivering real 

value for money in the long-term for our customers.

£ Multi-Million Expanding Metal Investment To Cater For 150% Increase 
In Exmesh Security Fencing And New PIDS Fencing System

The UK-based Expanded Metal Company today (Tuesday 14th April) announced that it has made a 

£multi million investment in the new state-of the-art metal expanding machines, ancillary processing 

machinery, storage and systems at its Hartlepool factory, much of which is dedicated to a new product, 

ExMeshTM (previously known as ‘Expamet’) PIDS Easy Fit fencing system.

http://www.exmeshsecurity.co.uk/

In addition, the S 505 offers pressure and temperature 

measurement for accurate and reliable dew point 

determination.

Sensor A uses the new CS-iTEC developed QCM 

sensor for ranges of -30 to -100°Ctd and can be quickly 

exchanged on site for polymer sensor B for ranges or -50 

to +20°Ctd. Both sensors fit in the standard measuring 

chamber which incorporates a park function for fast 

sensor response.

The S 505 is supplied with either or both sensors in a 

rugged transport case with Bluetooth printer, charger, 

cable and connection hose ready to start measuring.

New Dual Range Handheld Dew Point Meter

First seen at Com Vac 2015, the new S 505 portable dew 

point meter uses interchangeable sensor modules to achieve 

measurement over a range of -100 to +20°Ctd and combines 

this with a touch screen graphical interface, data logger, USB 

interface and Bluetooth communication for ease of use.

Red Dragon Limited

www.reddragonvalves.co.uk

Sales@reddragonvalves.co.uk



9EMS Magazine   |  APR/MAY 2015

News & Products

Each handle incorporates a miniature thermocouple 

socket, allowing a variety of thermocouple probes to 

be quickly connected to a single thermometer.  The 

benefits are both flexibility of use and reduced cost 

of purchasing a complete new temperature probe.  

Being most often in use, the stainless steel tip of the 

probe is exposed to excess heat, physical abuse or 

as is often the case, the probe simply wears out.  It 

is therefore now possible to achieve a significant in 

cost, typically 50% by replacing only the working 

end (the tip) of the temperature probe.

Each handle incorporates a one metre retractable, 

coiled thermocouple lead and miniature connector 

suitable for use with any type K thermocouple based 

thermometer irrespective of the manufacturer.  ETI 

offers a wide range of plug mounted thermocouple 

probes suitable for use with the interchangeable 

probe handle, including probes ideal for measuring 

air/gas, liquids, semi-solids or surface temperatures.

The interchangeable probe handle (order code 323-

950) is competitively priced at £18 each, exclusive of 

VAT and available direct from Electronic Temperature 

Instruments Ltd.

The Interchangeable Probe Handle
ETI have introduced a new thermocouple temperature 

probe that allows the user to replace the stainless 

measuring tip, rather than replacing the whole probe, 

saving both time and money.

For further information contact 

Electronic Temperature Instruments Ltd

Easting Close, Worthing, West Sussex 

BN14 8HQ

Tel: 01903 202151

Email sales@etiltd.com    

website: www.etiltd.com

The new Stainless Steel C10 Force Sensor 

provides maximum precision in compressive force 

measurement, for even the most demanding of 

environments. 

 

The new sensor offers 75 ppm and presents 

excellent linearity and hysteresis values. The sensors 

accuracy classes, which are between 0.03 and 0.06, 

depending on the nominal force which ranges from 

2.5 kN to 1 MN, can be freely configured according 

to the application with a variety of options. 

 

The sensor’s core is optimally protected from 

external influences such as dirt and moisture in 

a Stainless Steel measuring body which comes 

complete with an optional integrated cable to 

achieve IP68 rating.  

The U10M range of transducers from HBM also 

features the option of an integrated cable to achieve 

this high level of protection. Providing excellent 

accuracy, the U10M is currently the only flat 

shaped force sensor on the market to achieve IP68 

protection. Suitable for use in ambient conditions, 

the U10M range from HBM can measure nominal 

(rated) forces from 1.25 kN to 500 kN. 

 

Also achieving the equivalent level of protection 

under the same conditions is the S9M Force 

Transducer from HBM. Featuring an accuracy class 

of up to 0.02 for nominal (rated) forces between 500 

N and 50 kN, the S9M provides clear and precise 

measurement results. 

 

Suitable for use in multiple applications in 

experimental stress analysis, OEM applications or 

test equipment, the S9M complements the wide 

range of force transducers now available from HBM.  

 

In addition to IP68 rated products, HBM also provide 

a full range of force sensors and transducers to 

measure static and dynamic tensile and compressive 

loads - with virtually no displacement.

HBM Provides Precise Measurements In Tough Conditions
As more and more applications in harsh environments require powerful force 

transducers, which feature a high resistance to external influences, HBM - a 

market leader in the field of test and measurement - is pleased to announce it 

has expanded its range of IP68 rated products to meet this need.

For more information, please contact HBM 

on +44 (0) 208 515 6000 

or visit www.hbm.com
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Originally a textile manufacturing company, trading 

began from Clod Mill, Rochdale in the 1800s.

Of course things have moved on since then.  TBA 

Protective Solutions moved from the old site in 2012 

and are now situated in a modern facility on the 

Transpennine Trading Estate, next to Junction 20 of 

the M62 motorway, but manufacturing still remains a 

huge part of its business.

Using their own specially formulated conductive 

and static dissipative polymers, TBA use injection 

moulding machines to produce an array of products 

including conductive boxes and bins, earthing plugs 

and pins, coiled cords and wrist band buckles as 

part of their static control range.

Gail Campbell, Sales & Marketing Manager said 

“People often underestimate the damage that can 

be caused by static discharge. Damage to static 

sensitive devices is often not picked up until the 

product reaches the end customer where it fails in 

operation, costing the original manufacturer huge 

amounts of money in returns and replacing stock, 

notwithstanding the damage to the company’s 

reputation for providing faulty product.  This damage 

can be prevented at source by using the correct 

protective products and adhering to quality control 

procedures.  TBA Protective Solutions manufactures 

a wide range of products that can be used to 

protect against static build up ensuring customers 

products are right first time, every time.”

TBA Protective Solutions manufacture and supply 

goods and services into the electronics, defence, 

medical, food and ATEX handling industries including 

Static Control Products, EMI/RFI Shielding Gaskets, 

Electrically Conducting Polymers and Coatings and 

Magnetically Detectables.

TBA Protects Against Static Shocks
Manufacturing has always been at the heart of TBA Protective Solutions.

For further information please contact:

Gail Campbell

TBA Protective Solutions

Unit 3 Transpennine Trading Estate

Gorrells Way

Rochdale

Lancs

OL11 2 PX

Tel. +44 (0)1706 647718

E mail : info@tbaps.com

Web: www.tbaps.com

This is often a requirement for in-house safety and 

maintenance procedures so any device which helps 

the communication process would be beneficial. 

A simple, low-cost and flexible solution The Lock 

Out T Card System, is now available from T Cards 

Direct the information systems specialists which 

represents a clear, visual way of communicating 

important information.     

    

The single column board measures 676mm depth 

x 145mm wide, although bespoke boards are 

available. The standard board features 20 slots 

which contain the durable chemical and water-

resistant Polypropylene T cards with perforated TAG. 

The tag is tied to the machine when locked out and 

the T Card placed in the board to communicate the 

status. The cards do not require special marker pens 

so ordinary pens can be used.  

The Lock Out T Card system is one of a range of 

display and information products available from T 

Cards Direct who offer over 45 years of experience 

in providing effective and affordable information 

systems

Display System Provides Clear Information About 
Machine ‘Lock-Outs’

Managing machinery and equipment which has been isolated for maintenance or 

for any other reason is essential, as is the need to communicate the status of the 

‘lock-out’ and ‘shutdown’ to others in the workplace.

For more information: 

http://www.tcardsdirect.co.uk/index.php/

lock-out-t-card-system.html 

T Cards Direct, Addington, West Malling, 

Kent, MER19 5BP, UK.
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Dialight, the innovation leader in LED lighting 

technology, announces today the release of the 

highest-efficiency LED lighting fixtures on the 

market, the Vigilant® H2 Series LED High Bay. 

Delivering 140 lumens per watt, the new H2 Series 

offers approximately 25,000 lumen output. The 

H2 Series features Dialight’s world class, in-house 

designed power supply, in a sleek, durable and 

lightweight package, making Dialight the leader in 

energy efficient industrial lighting solutions.

Designed to include Dialight’s innovative reflector 

technology and a tempered glass lens, the Vigilant 

H2 series is IP66 rated to operate in ambient 

temperatures ranging from -40oC to +65oC. The 

new fixtures weight only 18 pounds, making them 

significantly lighter than market standards.  

The new Vigilant H2 Series is UL1598A certified and 

CE compliant and backed by Dialight’s exclusive 10-

year full-performance warranty covering the entire 

fixture. The product will be available for both 120-

277V and 347-480V applications and other product 

variants. New international certifications and controls 

are coming soon. 

Dialight’s New Vigilant® H2 Series LED High Bay Delivers 
Industry Leading 140 Lumens per Watt Efficiency

Dialight Does It Again! The Vigilant H2 Series Comes With 

a 10 Year Warranty and Significant Glare Reduction; Offers 

Customers Best-in-Class Energy Savings To-Date

For more information 

visit www.dialight.com 

or call: +44 (0)1638 665161

One of the most frequently used 

worldwide is the SeaShield Series 

2000FD system. 

A typical UK application is one at 

Grangemouth jetty in the Firth of Forth 

where it was applied within the splash 

zone from the underside of the jetty 

to 500mm below the low water level 

on 77 piles.

The Denso SeaShield 2000FD system used globally begins with the application 

of Denso Paste S105.  This is followed by Denso Marine Piling Tape and then 

HDPE jackets which are put into place with stainless steel fixings. Denso Marine 

Piling Tape, a cold-applied petrolatum-based tape for application under water, 

is the primary anti-corrosion protection in the SeaShield system with a 40-year 

proven record. The jackets will also give abrasion protection for the tape system.

SeaShield System Protects Submerged Pile

Winn & Coales (Denso) Ltd report increased interest in 

their SeaShield systems, used in marine environments in the 

immersed and splash zone area.

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



12 EMS Magazine   |  APR/MAY 2015

News & Products

The savings achieved led to Westons Cider and 

Spirax Sarco being named joint winners of Food 

Processing magazine’s Energy Management award 

in 2014. 

The Spirax Sarco RO system reduces fuel and 

energy consumption by cutting the amount of 

boiler blowdown and water needed. Regular boiler 

blowdown prevents total dissolved solids (TDS) from 

accumulating in the boiler, where they can cause 

problems such as carryover and deposits. The 

RO system from Spirax Sarco treats water before 

it reaches the boiler feedtank and removes more 

than 98% of TDS to produce high-quality, low-

conductivity water. This has cut blowdown from 3% 

to less than 1%, resulting in the saving of fuel, water 

and boiler treatment chemicals.  

The installation of the RO plant, together with other 

improvements to the water treatment regime at 

the Westons Cider site, has resulted in significant 

improvements to the quality and dryness of the 

steam produced. As a result, the steam now 

contains more energy, meaning less steam is 

needed, which is contributing to the fuel and water 

savings at the plant.

The project has shown a step-change in control and 

efficiency and has enabled an increase in the boiler 

Reverse Osmosis slashes annual fuel costs at Westons Cider by £44,000 

– and nets joint industry award for Westons and Spirax Sarco

Westons Cider has cut its annual fuel costs by £44,000 per 

annum and has significantly reduced water consumption 

following the installation of a Spirax Sarco Reverse 

Osmosis (RO) water treatment system.

Above: Westons Cider has cut its annual 

fuel costs by £44,000 per annum and has 

significantly reduced water consumption 

following the installation of a Spirax Sarco 

Reverse Osmosis (RO) water treatment 

system

cycles of concentration, resulting in reduced boiler 

make up and boiler blowdown.  

In fact, the RO-treated water is so clean that it has 

removed the build-up of deposits from the boiler, 

reducing the number of man hours needed to 

maintain the boiler, especially ahead of its annual 

insurance inspection. 

Westons Cider’s engineering manager, Jason 

Roberts, comments: “Before the RO system was 

installed, it would take our engineer approximately 

three days to strip down the boiler ready for its 

annual insurance inspection, do any work needed, 

then put it back together again and get it steaming.  

Following the installation of the RO system, it now 

takes a little over a day.”

The Westons Cider site in Much Marcle, Ledbury, 

makes cider and perry. The 2,500kg/h boiler 

produces steam for various process duties, including 

CIP and steam sterilising filters for production. 

“Westons is a very environmentally conscious 

company,” says Mr Roberts. “When Spirax Sarco 

suggested that installing RO could save boiler 

blowdown water we were very interested. The 

installation was quick and easy and the RO system 

is compact. We’re very pleased with the results 

and we may well consider using RO again in other 

applications.”

For more information on Spirax Sarco’s 

Reverse Osmosis system, or any of its 

water treatment products or services, 

email UK.Enquiries@spiraxsarco.com.
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With more than 45 years of experience in hydraulics, 

company owner Gerhard Ruppel is now making his 

specialist expertise available by acting as an expert 

surveyor of hydraulic installations and systems. From 

an evaluation of the fluids engineering components 

to an audit of the control system, his expert survey 

will deliver significant results aimed at optimising the 

hydraulic system.

“There are countless standards, technical 

specifications and safety regulations that have to be 

adhered to,” says Gerhard Ruppel. “Rusted pipes 

or contaminated hydraulic fluid can have disastrous 

consequences. The installation or system will then 

fail to perform as well as it could, and in the worst 

case scenario it will be a hazard to people and the 

environment. We identify these faults on site and 

suggest solutions as to how to eliminate them.”

Whether the sites in question are in Germany 

or abroad is not important. In his role as expert 

surveyor, Gerhard Ruppel carries out assignments in 

China, India and the United Arab Emirates, as well 

as throughout Europe. He is currently inspecting 

a steelworks in North Africa, which just goes to 

show how important his work is. “There they move 

billets at temperatures of around 1700 degrees 

on hydraulic transport frames. The displacement 

of the cylinders is a lot smaller than the volume of 

the pipework that runs from the cylinders to the 

directional valves. As a result, the volume in the 

pipes is never fully displaced,” explains Ruppel. 

“Because the pipes are only a few metres below 

the glowing billets and are almost unprotected, 

the readings obtained from their surfaces indicate 

temperatures in excess of 170 degrees. Bearing in 

mind that the ignition temperature of hydraulic oil is 

between 150 and 200 degrees, this is a potentially 

life-threatening situation that has to be rectified as 

quickly as possible.”

For manufacturers and operators of hydraulic 

installations and system-oriented hydraulic or 

electro-hydraulic controls, an expert audit of 

this type does not just mean optimisation of the 

installation, but peace of mind that the processes 

are safe during operation. In addition to the expert 

survey, Ruppel Hydraulik also offers to rectify the 

defects using its own services. “This is not however 

mandatory,” says owner Gerhard Ruppel. “The 

Client decides whether he wants us to implement 

the optimisation proposals or whether to use 

another service provider. We are looking to maintain 

a fair and long-term business relationship with our 

customers, where trust is the priority.”

Expert Surveys From Ruppel Hydraulik: 
Trust, But Verify.

For over 25 years now, the internationally active 

company Ruppel Hydraulik has been producing 

industrial components such as valves, hydraulic 

control blocks and other hydraulic units.

Contact:

Gerhard W. Ruppel Hydraulik

Suedstrasse 2, D-31848 Bad Muender

(Bakede district)

Tel.: +49 (0) 5042 9322 20

Fax: +49 (0) 5042 9322 93

e-mail: technik@ruppel-hydraulik.de
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Decades of weathering combined with vast amounts 

of plant and root growth had caused concrete 

spalling throughout the roof and ceiling areas. If 

left unchecked, this could have led to complete 

replacement of the entire roof therefore the need for 

a quick, long-lasting repair was imperative. 

Built in 1916, the reservoir was originally used to 

supply water to the people of Blackburn. With a 

capacity of 891,034,008 liters, it is now used as a 

feeder for Dean Clough reservoir in Great Harwood, 

which is used for drinking water supply. As the 

reservoir has played an integral role in the supply of 

drinking water for nearly a century, it was more than 

ready for a thorough refurbishment.

The Root of the Problem

Environmental damage to the asphalt coated 

concrete roof was causing water ingress resulting 

in spalled concrete on the ceiling underneath. 

Alongside this, severe plant growth was also visible 

across the roof area, further contributing to the 

damage of the substrate. The reservoir required a 

maintenance solution that would not only fix the 

damaged areas but would also provide long-term 

protection against future environmental challenges. 

Following a thorough site inspection by a Belzona 

representative, the company decided the roof would 

be rebuilt with a non-porous resurfacing screed, 

Belzona 4131 (Magma Screed), followed by a 

Belzona 3131 (WG Membrane) liquid applied roofing 

system. While these systems would repair the 

damaged substrate, their weatherproofing properties 

also ensure the roof will remain protected from the 

harsh environmental conditions. 

Belzona 4141 (Magma-Build) was specified to 

repair the ceiling as its lightweight properties enable 

application onto the overhead masonry surface 

without the need for shuttering. To complete the 

application, Belzona 5151 (Hi-Build Cladding) with 

its water repellent and self-cleaning properties was 

chosen to coat the ceiling. 

Application Method

Firstly, the application team got green fingered and 

began to eradicate all the roots and vegetation 

from the application area along with the damaged 

asphalt. On removal of the asphalt, it became clear 

that some of the concrete substrate had also been 

badly affected by the vegetation and water damage, 

thus requiring all the friable concrete to also be 

removed. 

Once this was all cleared away, the damaged 

concrete was then rebuilt using Belzona 4131. This 

is a non-porous system consisting of high molecular 

weight polymers and oligomers incorporated with 

an aggregate mix; a durable combination that will 

provide a hard-wearing repair to the roof. 

The Belzona 3131 membrane system was 

subsequently applied to the entire area to prevent 

further water ingress. This moisture activated 

urethane coating bonds strongly to all types of 

roofing materials and will not be damaged by rain, 

even immediately after application. The system 

incorporates a reinforcement sheet to add strength 

to the repair and allow the easy control of the 

coating thickness during application. Its excellent 

elasticity will also ensure the repair will adapt to the 

movement of the roof.  

For the ceiling, the damaged materials were 

removed and the rebars were appropriately cleaned 

and prepared before rebuilding with Belzona 

4141. The entire ceiling was then coated with 

Belzona 5151 to provide further protection and an 

aesthetically pleasing finish.

Belzona Nip it in the Bud 

Due to the extent of the damage, if left unrepaired, 

this could have resulted in complete replacement 

of the entire roof, causing the project to run into 

tens of thousands of pounds. The Belzona systems 

employed facilitated fast and effective repair and 

protection at a fraction of this cost, leaving the 

reservoir tower protected from the elements for 

many years to come.

For further information on this application 

or to book an appointment with your local 

Belzona representative, please contact:

belzona@belzona.co.uk

www.belzona.com

Dilapidated, 99-Year-Old Reservoir Valve Tower Gets 
Thorough Refurbishment

Nearly a century of environmental wear and tear had left the valve 

tower at a reservoir in Blackburn, England in urgent need of 

extensive interior and exterior refurbishment.

Above:

Roof protected from harsh environmental 

conditions.
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Particle detection ranges are from 0.1 to 5.0µm 

over 4 channels for the S 131 and 0.2 to 5.0µm 

over 2 or 4 channels for the S 130 units.

The unit connects easily to the sensing line 

through a 6mm quick connector and is suitable 

for air/gas media pressures from 2 to 8bar and 

temperatures up to 40°C.

The standard 4-20mA analogue output with alarm relay and Modbus 

communication on both models allow interfacing to a wide range of DCS or 

SCADA systems and simplify the monitoring of air/gas quality for ISO 8573-1 

compliance.

New 0.1µm Particle Counter 
for Compressed Air or Gases

New at Com Vac 2015 were the S 130 and S 131 laser particle 

counters from CS-iTEC GmbH which offer 2 or 4 channel 

particle counting according to ISO 8573-4 in a compact 

package suitable for fixed or portable use.

Red Dragon Limited

www.reddragonvalves.co.uk

Sales@reddragonvalves.co.uk
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ifm electronic launched new versions recently at this 

year’s Hanover Trade Fair, along with many other new 

sensors.

Ease of use is obviously paramount, so the new PN 

series offers everything at a glance for enhanced 

transparency during setup and identification of machine 

conditions. Although the housing size has remained 

unchanged, the display size has been increased once 

again and the two switching status LEDs on the sensor 

head are bigger, brighter and can be clearly seen from 

all angles. The user can change the display to switch 

from red or green to an alternating indication of red 

or green, so switching states can be highlighted or 

an independent colour ‘window’ can be created. The 

sensor is now easier and quicker to set using the three 

pushbuttons.

High overload protection, IP67 for all types of the series 

and the captive laser labelling make the new PN sensors 

the perfect solution even in the harshest environments. 

Flexibility in use is also an important factor highlighted 

by our customers. So now, after fitting, the sensor can 

be rotated for visibility from the desired direction. The 

new PN range also includes versions internal or external 

thread. 

The PN series covers ten different pressure ranges, 

starting at 1 bar negative pressure right up to 600 

bar, and different units can offer switched outputs or 

combined switched and analogue.

Pressure indication is needed in many different 

industries, and a typical example is a heat exchanger. 

As these are commonly found in food and beverage 

applications, the process connection needs to be 

hygienic where the product itself is monitored. Figure 

1 shows an electronic pressure gauge used on such a 

heat exchanger. In this case, illustrated is one of the PG 

range from ifm electronic, which imitates a traditional 

gauge with its display, but is in fact a fully electronic 

device, shown also in Figure 2.

The presence of a pressure does not necessary 

mean that there is a flow of medium through the heat 

exchanger, and Figure 1 also shows a flow sensor 

near the pressure gauge.  As with other sensors, 

ifm electronic offers several options for detecting 

or measuring flow rates in hygienic or standard 

applications. Figure 3 shows an SI-type flow sensor, 

which gives a visual indication of flow relative to a 

switch point, and outputs to confirm that the medium is 

moving.  Shown here is the SI6000 series for hygienic 

fittings which, along with the SI5000 series, will detect 

liquid flow up to 300cm/sec (or 3000 cm/sec for gases).  

As will all ifm products, hightlights of the SI series are 

ease of use, quality and value.

For actually measuring flow rates there’s nothing better 

than the SM series magflow sensors from ifm electronic. 

The SM is a very competitive unit for measuring flows of 

conductive liquids and has proved highly popular. The 

SM can be supplied in different sizes for throughputs up 

to 25, 50, 100 or 300 litres/minute.  The sensor display 

includes a 4-digit numeric display with eight integrated 

LEDs that together indicate the flow rate (gal/min or l/

The new generation of PN sensors from ifm electronic combines 
the tried-and-tested strengths with a considerably increased 
user-friendliness and robustness. 

After over 20 years of successful ifm pressure sensor history, the new generation of 

PN sensors has been developed in response to requests from users.

min), total volume (gallons or litres), and temperature 

(°Celsius or even °Fahrenheit) of all conductive media. 

Simple pushbutton programming quickly establishes 

application parameters and the flow meter can be setup 

to provide a switching output, analogue output and 

pulsed output.

While on the subject of heat exchangers, it would be 

inconceivable not to actually measure the temperature.  

For this purpose, too, there are many options. User 

can choose simple Pt100 transmitters in a food-grade 

housing (Type TM), a transducer that contains a Pt1000 

but transmits a 4-20mA signal (Type TA), or as illustrated 

in Fig 5 and Fig 6 the type TD.  The type TD includes 

a Pt1000 but also has a display, yet it is a simple, 

loop-powered device, also with a scalable 4-20mA 

output. The TD series also comes ready to use, with no 

programming required – although this is made possible, 

by the inclusion of IO-Link. On delivery, the TD is scaled 

for 0-100°C (unless the 0…300°F version is ordered), 

and the IO-Link facility allows the user to take advantage 

of the full -40 to 150°C range. 

Left: Fig 1 -  Electronic pressure gauge and 

flow sensor on a heat exchanger

Right: Fig 2 -  PG series electronic manometer

Left: Fig 5 -  Measuring temperature on a heat 

exchanger

Right: Fig 6 -  TD temperature sensor 

Above:

Fig 3 - electronic flow sensor

Above:

Fig. 4 - SM magflow meter

The new TD series is a fully hygienic instrument with ifm 

“look & feel”, and M12 connector, and housing in full 

316 stainless steel, with an IP69K seal.

With its small, one piece housing and added value of 

a local display at the price point of a blind unit, ifm’s 

TD series is believed to be unique under the hygienic 

temperature transmitters.  There is certainly not much 

else on the market that features integrated 4 segment, 

LED display, IO-Link, factory pre-setting combined with 

a fast response time (T05= 1s, T09=3 s). 

 ifm is committed to working closely with its customers 

to develop products which precisely match their needs, 

and the company provides expert, readily accessible 

technical support to help users maximise the benefits 

they gain from ifm products.

For More Information:

ifm electronic Ltd. 

www.ifm.com/uk
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The system is easily fitted to your existing rotating 

machinery, e.g.  pumps and motors to provide an 

early warning of machine failure. Three key features 

distinguish Smart Vibration Monitor an innovate 

device:

•	 Ease of installation / use

•	 Low cost

•	 Standalone operation or integrated to your 

factory management software

Smart Vibration Monitor is DIN rail mounted 

and available with four, or eight, channels of 

accelerometer input, together with temperature 

and tacho inputs. These have the part numbers 

of 9034 and 9038 respectively. Using the supplied 

monitoring software it is straightforward to set 

vibration alarms relevant to your machine for each of 

the accelerometer inputs.  The analyser can be used 

in various ways but in its simplest form is installed 

as a standalone system with alarms configured to 

either four or eight relay outputs. As standard Smart 

Vibration Monitor  is also equipped with a 4-20mA 

output  for each accelerometer input - making it 

simple to connect to existing monitoring systems. 

If a laptop/PC is connected via USB cable up to 64 

Smart Vibration Monitor modules can be monitored 

and vibration levels displayed on screen. The PC 

connection also permits more detailed vibration 

analysis if required with up to 51,000 line FFT, 

(frequency spectrum display).

By subscribing to TPI’s optional DataDecypher 

cloud based service all installed modules, (and 

measurements from other TPI vibration analysers), 

can be monitored, trended and analysed from a web 

browser interface.

Online Vibration Monitoring To Avoid Costly Breakdowns.
Test Products International are adding to their existing range of Condition 

Based Maintenance instruments with an online monitoring system and 

vibration analyser called Smart Vibration Monitor. 

www.tpieurope.com

cbmsales@tpieurope.com

01293 530196

Listening to machine sounds in order to determine 

the probable source of abnormal noise is one of 

the most widely used methods in maintenance 

departments across all branches of industry.

Machine faults manifest themselves in a variety of 

ways. One of the most widespread approaches for 

detecting mechanical problems is listening to the 

sound of the machine’s internal parts while they 

work. SPM’s new stethoscope ELS14 is a practical 

and easy-to-use electronic listening device that 

helps pinpoint the source of mechanical noise in 

a broad range of applications. It can also be used 

as a “second-opinion” tool to verify deteriorations 

detected with various measuring devices. Bearing 

condition, gear and pump noise and electric relay 

operation are just a few of the many sounds which 

can be identified, amplified and assessed.

Superior sensitivity and sound quality

The ELS14 stethoscope has superior sensitivity 

and exceptional sound quality. High, middle or low 

filters can be selected in order to single out relevant 

frequencies; with the push of a single button, the 

appropriate filter is applied. Volume is adjusted in the 

same simple way. Ear defenders effectively shut out 

ambient noise.

The battery-powered ELS14 stethoscope comes 

with an internal SD card and recording capabilities, 

enabling sounds to be played back from the device 

and also stored as sound files for further evaluation 

or future comparison.

Robust - yet lightweight – this one-hand operation 

stethoscope has an IP55 housing and is supplied 

with a durable carrying case and a set of two probes 

(60 and 290 mm long respectively). The internal 

thread is the same as in the predecessor ELS12, 

allowing continued use of existing probes.

SPM Instrument releases ELS14, a new generation 
electronic stethoscope.

SPM Instrument now announces the introduction of a new 
version of its popular electronic stethoscope.

SPM Instrument UK Ltd.

info@spminstrument.co.uk 

www.spminstrument.co.uk
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What you get for your money, in terms of camera 

functionality, increases year on year.  Even 

troubleshooting infrared cameras now have standard 

features that were once only the preserve of top-

of-the-range models.  Sophisticated user interfaces 

allow simple point and shoot operation.  One click 

saves the image in a variety of modes, complete 

with embedded thermal data for subsequent 

analysis.

For those involved in plant maintenance this is 

essentially good news.  Thermal imaging has now 

become widely adopted for preventative inspection 

but, although the technology is exceptionally easy to 

apply, the need for training is more important than 

ever.  It is vital that the camera user understands the 

science behind thermal imaging.  Without it, thermal 

images are virtually meaningless and findings are at 

risk of serious misinterpretation.

Stuart Holland from the Thermographic Consultancy 

in Swindon is a Level III thermographer who has 

worked in electromechanical and building science 

for thirteen years.

He explained: “When I first started, courses weren’t 

readily available so I initially learnt through trial and 

error and believe me, I made mistakes.  Certified 

training has given me a definite advantage and this 

is the testimony of others too.  Even thermographers 

with more than four years’ experience have been 

amazed at the knowledge they were missing 

and how much more they understood following 

dedicated instruction.”

Training is vital as it not only ensures that the users 

get the best return on the camera investment 

but also that application standards are upheld.  

Indeed best practice guidelines often require those 

responsible for maintenance to be trained to a 

specific standard.  As a result, courses are now 

available that range from foundation through to 

professional level, in three levels.

What do the various qualifications mean?

Any good supplier of thermal imaging cameras will 

provide a basic level of operational training and they 

will also recommend the user takes a foundation 

course.  These are aimed at novices in thermal 

imaging and designed to provide a good basis for 

further study.  They may also be application specific, 

for example, focusing on HVAC, electrical or building 

inspection.

The next stage is Level I which instructs the 

camera user to perform industrial thermographic 

measurements and fundamental infrared 

thermography, including basic image post-

processing according to established and recognized 

procedures.  This includes the use of measurement 

tools, emissivity adjustments and span & scale 

adjustments.

Put simply, a Level I thermographer can use the 

equipment without knowing too much about its inner 

workings and perform uncomplicated measurement 

following existing routines.  He or she will be able 

to detect obvious faults, recognize possible errors 

in measurement and carry out post processing and 

data collection.  

In the Level I training course, the emphasis is very 

much on hands-on training.  Theory is kept as 

simple as possible and use of formulas, minimised.  

Whilst the student leaves the course as a competent 

user of an infrared camera they would need to 

defer to a higher-qualified thermographer to define 

inspection routines and guidelines.

Greater depth

In the Level II course, this knowledge base is 

expanded.  The training course includes more 

theory and goes deeper into the physical laws that 

the infrared camera uses to generate an image 

and measure temperature.  It also explores the 

causes, anomalies and patterns that are commonly 

encountered in thermal imaging.

Smart Infrared Cameras Need Skilled Operators
Thermal imaging is getting smarter as well as much more affordable.

The student uses more formulas and is expected to 

be able to perform simple calculations.  Steady state 

and transient mechanisms are examined in greater 

detail and the course work involves more laboratory 

experiments.  As a result, the certified Level II 

thermographer is qualified to perform and direct 

infrared thermography according to established and 

recognised procedures.

For any professional thermographer, Level III 

certification is the gold standard.  It signifies wide 

experience and a standard of knowledge that meets 

internationally recognised criteria.  

The goal of this course is to enable pre-qualified 

Level II thermographers to set up and run a 

successful condition monitoring programme.  As 

such, the instruction includes guidance on acquiring 

and developing the necessary personnel, resources 

and technologies.

Thermal imaging is a highly valuable technology 

but only effective at saving maintenance costs 

and minimising downtime in the hands of properly 

trained users.  It is therefore especially important 

that training should be planned with the purchase of 

every camera.

Stuart Holland concludes: “Even though the 

technology is getting smarter it still requires user 

knowledge to configure the camera correctly.  So, 

the camera user needs to ask several important 

questions.  Do I understand thermodynamics, 

conduction, convection and radiation?  Can I define 

emissivity, reflectivity and measure them correctly.  

Do I know how to thermally tune my camera?  If not, 

get on a training course!”

FLIR Systems Ltd, 2 Kings Hill Avenue, Kings 

Hill, West Malling, Kent ME19 4AQ . 

United Kingdom

+44 (0) 1732 220011 . 

sales@flir.uk.com

www.flir.com
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David Manning-Ohren, an expert in condition monitoring 

at ERIKS UK offers 10 rules to ensure that your 

condition monitoring techniques work for you not 

against you.

Effective maintenance management depends on the 

accurate forecasting and diagnosis of problems with 

plant and machinery. Using the wrong maintenance 

technique can waste time, money and resources with 

no effect on uptime of a pump, compressor or machine 

tool’s availability.

Whilst condition monitoring can play a vital role 

in a maintenance programme, all-too-often its 

implementation is haphazard rather than strategic, 

targeting the wrong equipment and having little effect on 

productivity.

In my experience there are literally dozens of rules that 

an engineering maintenance team could follow when 

implementing a condition monitoring programme, based 

upon application and skillset within the team. However, if 

I had to pick out ten rules then these are the key ones:

Rule 1 – Never use condition monitoring on its 

own

Condition monitoring should never be used on its 

own as a trending tool. For monitoring to work best 

it needs to be implemented in harmony with a strong 

maintenance strategy and repair feedback from the 

maintenance team or outside suppliers. Maintenance 

is an art not a science and a sound maintenance 

programme needs to take into account multiple factors, 

not just trends.

Rule 2 - Spend your money on the most 

valuable asset

Not everything needs to be monitored. The key to 

more uptime is assessing what plant is critical and 

then devising a schedule that takes into account its 

failure or repair history and cost to a business when it is 

unproductive. A small motor gearbox with a replacement 

cost of a few hundred pounds, which can be sourced 

quickly and easily from a distributor, is not critical 

equipment and does not need monitoring.

Rule 3 – Get close to your key plant and 

machinery

The best condition monitoring device ever invented is 

man. Tap into the people who are using the machine 

every day and notice the rattles, smells, squeaks, drips, 

bumps that are out of the ordinary. Every one of these 

will help you foresee and predict failure before it occurs. 

The machine operator is using the machine every day, 

knows its foibles and its weaknesses. Over time the 

operator is the one person who will detect changes in 

cycle times, efficiency or increased vibration which can 

offer clues to what is going on. 

Rule 4 – There is no ideal condition monitoring 

frequency

I’m often asked, “How often should we monitor the 

condition of machinery?” The answer is “I don’t know”, 

because it will depend on many variables from the 

maintenance regime, through to the quality and age of 

the equipment and its criticality. Frequency can only be 

determined once a thorough understanding of the plant 

and its role in production is analysed and understood.

Rule 5 - Keep a vibration database

Vibration is a key part of a strong condition monitoring 

regime. A good vibration database will include three 

types of vibration reading, trend, spectrum and time 

waveform. Trend records the overall vibration parameter 

value and details the date and time of the reading. 

Spectrum measures the amplitude of the vibration 

parameter with respect to its frequency and the time 

waveform measures the raw vibration signature without 

filtering or processing. Vibration checks every 4-8 weeks 

is a good starting point.

Rule 6 – Understand the plant and understand 

the operating conditions

Always walk around a site before taking any readings 

and switch on any machinery to ensure that it is warmed 

up and fully operational. A reading when a piece of plant 

is cold could be very different from a machine that has 

been running flat out for two hours.  Also the speed of 

plant can change causing vibrations and temperatures 

to alter non-linearly.  Base-lining with respect to speed 

and operating load is excellent practice.

Rule 7 – Certification is better than qualification

Condition monitoring is constantly evolving. Any 

qualification therefore has a shelf-life and expiry date 

because the techniques are being constantly updated. 

Certification, which requires updating every five years, 

is therefore infinitely preferable to any qualification. If 

you are condition monitoring in-house you need to 

ensure that your key people are up-to-speed with 

the appropriate certificates, as well as aware of new 

technologies and practises.

Rule 8 – If you going to outsource insist on 

seeing some paperwork

Due to the fact that condition monitoring is constantly 

evolving many maintenance teams are outsourcing 

to third party suppliers. There are sound reasons for 

doing this but before employing anyone ask to see 

some paperwork to ensure you are only employing the 

best condition monitoring experts. Plant users should 

insist that all engineers sent in by a service provider are 

qualified to ISO 18436 and abide by the British Institute 

of Non-Destructive Testing (BINDT) code of ethics. 

Rule 9 - Judge a condition monitoring provider 

on more than the day-rate

Condition monitoring is a specialist job but all-too-

often price is the key determinant for users of plant 

and equipment. Typically, the cost of condition 

monitoring is based upon the number of machines that 

require monitoring multiplied by the expert’s day rate. 

Unfortunately, this takes no account of the type of data 

being taken, software being used or basic competence.  

Also consider the support that an organisation can 

offer to the condition monitoring; expertise on bearings, 

gearboxes, pumps and motors are essential to any 

condition monitoring service provider.

 

Rule 10 – Delay failure with good maintenance

Be sure you are taking the appropriate measures 

to delay the failure as long as possible by doing the 

obvious little things like appropriate lubrication, dusting 

down cooling fans on motors, running a vacuum over 

the distribution board and cleaning the pool of oil under 

the machine so any new drips are noticeable. Some 

people call this ‘preventive maintenance’ but it’s just 

common sense.

10 Rules For Condition Monitoring
Condition monitoring of plant is an increasing common method of 

preventing failure of critical equipment and maximising uptime, but 

many engineers are making some basic, and costly, mistakes.

For more information on ERIKS UK, please visit 

www.eriks.co.uk. 
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To display this reading the camera makes several 

calculations to convert data into actual temperature 

and one that is vitally important is emissivity.

This is efficiency with which an object emits infrared 

radiation at a given temperature by comparison 

with a black body at the same temperature and 

with the same surroundings.  Values range from 

1.0 for lampblack down to 0.02 for polished silver.  

And in most cases the camera readings need to be 

adjusted to take this emissivity into account.

If its value is incorrect, the actual temperature will be 

exponentially different to the display temperature; 

Stefan-Boltzmann’s Law explains the science behind 

this.  Worse still the margin increases in line with 

temperature so the results are not just different but 

seriously skewed.  A phase imbalance that may 

seem to be just a few degrees can actually be 

upwards of 30°C.

The visual set-up of the camera would be the only 

other way of determining the severity of the fault.  

But as any experienced thermographer will tell you, 

the visual component isn’t a reliable alternative.  

Depending on the level, span and range on the 

camera it is still very easy to miss a severe problem.  

It is therefore vital that you understand emissivity 

and how to set-up your thermal imaging camera 

according.  This is why training is so important.

So how does an infrared window fit into the 

equation?  The key thing to know here is that not all 

infrared windows are created equal but with IRISS 

you have assured manufacturing consistency.  The 

company uses the same grade and thickness of 

polymer for all its window products, whether opaque 

or clear.

If the camera has been set-up correctly for one 

IRISS window then the user knows it is set for all 

IRISS windows.  The products’ have fixed and 

stable transmission and are immune to the ambient 

temperature outside the enclosure, length of time in 

the field, relative humidity and barometric pressure.

Do the coffee cup test

This is a simple way to check the 

transmission rate of any infrared window.  

Use this test before your initial installation 

and during regular IR window maintenance 

for windows, other than those supplied by 

IRISS, whose materials-of-manufacture 

degrade over time.

1. Pour warm or hot water into a 

cup and place a target of known 

emissivity on the side of the cup 

such as electrical tape or an IR-ID 

label

2. Set the camera’s transmission to 1.0

3. Measure the temperature of the 

target without the IR window

4. Place the window in front of 

the camera and complete the 

measurement again

5. Use the camera or the reporting 

software to change the transmission 

coefficient of the image until the 

adjusted temperature (taken 

through the window) and the original 

temperature are the same

6. Record the transmission rate on the 

IR window label and in the report 

template for future reference

How Accurate Are Your Radiometric Readings?
A thermal imaging camera only reads the electromagnetic 

radiation it receives in a specific range of wavelengths.

IRISS Ltd, Unit 2 Grafton Place, Montrose 

Road, Chelmsford, Essex, CM2 6TG

Tel: +44 (0) 1245-399-713

info-emea@iriss.com

www.iriss.com
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The Cyclops Logger App, which is now available to 

download FREE on Google play, enhances Cyclops 

operation by making it even easier for anyone with a 

smartphone or tablet to capture and share live data 

from a Land Cyclops portable thermometer.

 

The app features a unique Route Mode 

management system that ensures temperature 

measurements are recorded at pre-configured 

locations.  Single or multiple routes can be uploaded 

onto the app, with the option to preset against a 

variety of parameters such as emissivity and window 

correction.

 

This provides configurable measurement routes for 

a plant or process, making it ideal for areas with 

multiple locations that require regular monitoring eg. 

In Coke Production Plants. Routes are configured in 

the Logger software and uploaded to the Cyclops 

thermometer, for easy viewing. 

 

A four digit code assigned to each temperature 

reading along the route allows predefined 

information about the material’s emissivity at every 

location within the production process, along with 

date and time, to be recorded. This feature retains 

Cyclops’ reputation for providing the very highest 

quality data.

 

A spokesperson for Land Instruments said: 

“Customers are looking for remote and on-the-

move access to data and this is the first in a series 

of innovative new Apps which are designed to 

enhance the usability of our Cyclops product family.  

The new App really takes non contact temperature 

measurement to a whole new level, allowing users 

to automatically log temperature measurements on 

pre-defined routes.”

 

Once the user has taken temperature measurements 

and these have been automatically recorded by 

the new Cyclops Logger app, the data can be 

downloaded, again using the Bluetooth capability, to 

a desktop.

 

As well as enhancing usability, the Logger App 

improves safety - Cyclops already only requires 

a single handed operation, which allows users 

to steady themselves on safety rails during 

measurement, whilst the app builds on this 

by automatically logging the temperature 

measurements.

 

That means that there is no need to remove gloves, 

or manually record temperature at each locational 

point. This is particularly beneficial in hostile 

environments, whilst saving a significant amount of 

time and improving accuracy. The operator simply 

takes a temperature reading with the ergonomically 

designed Cyclops device, whilst wearing full 

safety clothing, with the smartphone automatically 

collecting all the data from, for example, a secure 

pocket within and item of clothing.

 

Introduction of the app complements the 

thermometer’s existing capability of sending 

temperature readings via Bluetooth and USB 

connectivity to a mobile device or PC Connection.

 

Cyclops is the industry’s leading range of high 

quality, high accuracy portable non-contact 

thermometers.  It uses high definition, camera 

quality, fully focusable lenses to ensure the smallest 

spot size measurements can be taken at a distance 

using infrared technology.

AMETEK LAND launches Cyclops Logger App
AMETEK LAND, one of the world leaders in non contact 

temperature measurement for industries such as steel, 

glass and cement, has launched an innovative new App for 

Cyclops, its market-leading portable thermometer.

To download new AMETEK Land Cyclops 

Logger App for free, visit https://play.google.

com/store/apps/details?id=com.landinst.

cyclops
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The three courses currently available cover 

Specification of Pressure Jet Burners, Optimising 

Performance of Pressure Burners and Specification 

of Gas Boosters.

Each of the CPD courses can be delivered as 

separate one-hour presentations, or the pressure 

jet burner courses can be combined as a two-

hour presentation if required. The courses can be 

delivered at specifiers’ own premises or at Riello’s 

training centre in Huntingdon, Cambridgeshire.

The Specification of Pressure Jet Burners course 

provides a detailed explanation of how pressure 

jet burners work and the key criteria in their 

specification.

Building on the content of the Specification course, 

the Optimising Performance of Pressure Burners 

CPD looks in more detail at the factors influencing 

energy efficiency and emissions.

Specification of Gas Boosters covers the 

specification, installation and maintenance of 

gas boosters for use with gas-fired burners in 

commercial and industrial applications.

Specifiers interested in registering should 

visit www.rielloburners.co.uk/cpd

email cpd@rielloburners.co.uk  

or call +44 1480 432144.

Low NOx burners up to 12MW

Riello’s popular RS-RL-RLS range of monobloc 

low NOx burners offers outputs up to 12MW and 

features key advances in power output control 

and ventilation. Suitable for gas, light oil or dual 

fuel application, advanced combustion technology 

ensures low NOx levels conforming to Class 3 EN 

676.

R Series burners are available in various control 

configurations. These include modulating operation 

using an electronic cam for closer and more 

repeatable control of the air-fuel ratio, as well as 

options for variable speed drive of the combustion 

air fan motor to reduce energy consumption and 

noise levels. Integration of O2 trim control ensures 

the highest achievable combustion efficiency is 

maintained throughout the modulation range.

As with all Riello products, ease of installation, 

commissioning and servicing are all inherent in the 

design, with easy access to internal components 

offered by the hinged access to the burner head.

Riello burner range supported by CIBSE CPD courses
Riello’s extensive range of gas, light oil and dual fuel burners is supported 

by three CIBSE-accredited CPD courses that will run throughout 2015.

Further information can be found at 

www.rielloburners.co.uk

Pinewood’s William Wright immediately contacted 

King’s Boiler Hire on Friday morning explaining their 

dilemma.  King’s Hire Manager, Adrian Stephenson, 

quickly mobilised transport and arranged for a 225kW 

hot water boiler to be delivered to Pinewood Park that 

same afternoon.  The boiler was duly installed and 

commissioned allowing the Leisure Club facilities to be operational with the 

minimum of disruption.  The people of this beautiful North Norfolk area were 

thus able to enjoy Pinewood’s swimming pool, sauna, steam rooms and spa all 

over the Easter period without interruption.

The ability of King’s Boiler Hire to offer such a wide range of temporary boiler 

units at short notice and react promptly and efficiently to planned or emergency 

situations is what sets them apart – and ensures clients return time and time 

again for all their boiler needs.

KING’S BOILER HIRE LTD.
As the busy Easter weekend approached,  Pinewood Park 

Leisure Club in Upper Sherringham, Norfolk were faced 

with a major problem…..  The boiler unit heating their 

leisure club swimming pool failed and was beyond repair! 

To find out how KING’S BOILER HIRE DIVISION  can assist your 

business call +44 (0) 1992 451629 today.



Head Line
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“Interest in energy management in the UK has 

increased significantly in recent years due to new 

UK and EU targets to reduce carbon emissions and 

improve energy performance. Legislation, such as 

the Ecodesign of Energy Related Products (ErP) 

Directive, now play a key role in influencing how 

manufacturers and system operators view energy 

consumption and how they intend to reduce it. 

“The installation of low carbon technologies is 

obviously a good step towards enhancing energy 

efficiency. But when looking to implement a 

CHP module into a building, both electrically and 

thermally, it is vitally important to take into account 

all energy efficient technology used, now and in the 

near future, to ensure the module performs to its full 

capabilities for its entire lifespan.

Sizing CHP

“A CHP installation will only be maximising its 

efficiency to the full if the system is designed to 

utilise 100 per cent of the heat generated. Although 

the Combined Heat & Power Quality Assurance 

Programme (CHPQA) allows a proportion of the 

heat to be rejected throughout the year, ideally all 

heat should be utilised to maximise efficiency. With 

premium efficiency levels and cost savings the 

ultimate objective for such an arrangement, it is 

vital that no heat is rejected, as this would have the 

potential to jeopardise the system’s effectiveness 

and significantly increase the payback period. Failure 

to do so from the outset of a project is likely to result 

in the production of too much heat for a building, 

which will nullify any potential efficiency gains.

“However, it is important to look past current CHP 

requirements and view how any potential future 

energy saving technologies due to be installed will 

affect its performance over its lifecycle. For instance, 

as the Ecodesign of Energy Related Products 

(ErP) Directive second phase rolls out in 2015, any 

application using fans or motors will have to meet 

improved minimum efficiency standards which 

can have a significant impact on the sizing of CHP 

modules.

Sizing a CHP module on today’s energy needs can 

lead to an oversized inefficient system once future 

energy saving technologies have been implemented. 

The opposite is also true, future expansion may 

increase energy demands and a larger CHP module 

could provide increased efficiencies. 

“To ensure a CHP system is correctly sized, first you 

must take the energy data of all heating, hot water 

and electrical technologies, both already installed 

and planned in the near future, into consideration 

during the design stage. Once this has been 

calculated, a CHP system should be sized either to 

the thermal base load of a project, or 20 per cent of 

the peak load, to allow for maximum efficiency. 

“Whilst CHP will meet a building’s base heating 

load requirements most of the time, a secondary 

source will be required in some cases to satisfy its 

peak heating load. In some instances this may only 

equate to a few months a year, but during these 

times, CHP alone would not be the most efficient 

solution. 

“There is a temptation to push the potential gains 

to the maximum, but this can lead to heat being 

rejected or electricity frequently being spilled into the 

grid. In addition, poorly designed schemes can lead 

to operational difficulties and increased maintenance 

requirements and costs.

“The use of buffer vessels can help to even out 

the peaks and troughs in thermal demand, whilst 

simultaneously extending the run time of the CHP 

module and storing useful heat until it can be used. 

Buffer vessels are generally sized to give one hour’s 

run time for the CHP module, which has proven 

to work well. Thought needs to be given to the 

integration of the buffer vessel into the system, to 

ensure it is dedicated to the requirements of the 

CHP module and does not create any hydraulic or 

control difficulties.

“As legislation drives us to become more conscious 

of our energy consumption and incorporate further 

energy efficient technologies into heating, hot water 

and electrical systems, it is the work conducted at 

the early stages of a CHP system design that will 

ensure it is effective in operation. This means not 

only assessing current CHP requirements, but how 

this may be affected by any potential additions to the 

base load in the near future. 

“Correct sizing of a CHP system is essential to 

ensure the balance between providing useful heat 

and electricity, and maximising savings. In addition, 

it is vitally important that these metrics be measured 

over the full lifecycle of the CHP module, and not just 

the initial period. A well thought out system design 

will increase the likelihood of a favourable return 

on investment, which will in turn lead to quicker 

payback on the initial financial outlay.”

Future Proofing Combined Heat & Power
As carbon reduction targets become more and more strict and fuel prices 

continue to rise, it has never been more prevalent that heating and hot water 

systems achieve maximum efficiency. Ben Richardson, Combined Heat and 

Power (CHP) Commercial Technology Consultant at Bosch Commercial and 

Industrial Heating, explains the need to think ahead before sizing CHP modules:

For more information on Bosch Commercial 

and Industrial Heating, its range of light 

commercial and commercial CHP modules, 

and CHP CPD training, visit:

www.bosch-industrial.co.uk. 
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With an ever expanding customer list, the Tundra 

range, which was first introduced in 2012, continues 

to prove popular in a host of industrial applications. 

And it’s easy to see why. For instance, not only 

is the range designed with energy efficiency and 

reliability in mind, but the breadth of choice – there 

are no less than 16 models available in the standard 

range (available ex-stock) – means dryers with air 

throughput from 35 to 2727 m³hr can be selected. 

Among recently added features is an ultra-high 

efficiency heat exchanger. Any customers interested 

in a new Tundra refrigeration air dryer might also like 

to know that for a limited time, Hi-line is giving away 

a free barrel of beer with every order.

The use of refrigeration drying for compressed air 

treatment is well proven for many applications, in 

fact wherever there is a requirement for a general 

removal of bulk water and vapour. Refrigerated air 

dryers can be used at low pressures as well as high 

pressures, and use no processed compressed air 

during air treatment. Of course, proper sizing factors 

must be used to determine the correct dryer for the 

application based on actual (or worst case) flow, 

operating temperature and operating pressure. Hi-

line experts are always available to advise customers 

on specification.

With an operating pressure of 4 to 16 barg and a 

dew point indicator as standard (digital on larger 

models), the Tundra range is a well specified, proven 

performer. The maximum inlet air temperature is 

60ºC, while ambient air temperature is 0ºC to 50ºC. 

Furthermore, unlike thermal mass dryers, the Tundra 

range of refrigeration air dryers maintain a constant 

+3ºC dew point at all times.

The aforementioned ultra-high efficiency heat 

exchanger differs from other designs in that the 

flow mixing chamber can be found at the outlet of 

the air/air exchanger. As a result, air temperatures 

are stabilised with a uniform air flow entering the 

evaporator, thus allowing for optimum exchange 

within the refrigerant fluid. What’s more, the heat 

exchanger delivers a very low differential drop across 

the dryer, ensuring users benefit from maximised 

energy savings. In short, the zero-loss Tundra range 

has been designed from top to bottom with the 

customer in mind.

In total, 11 of the standard, ex-stock Tundra 

range run off a 230V single phase supply with the 

remaining five models requiring a 400V three-phase 

connection. For those requiring higher pressures, 

units offering operation at 50 barg can be produced 

to order, along with bigger dryers delivering higher 

flow rates.

Growing Demand For Latest Tundra Refrigeration Dryers
The latest Tundra refrigeration air dryers from Hi-line Industries Ltd offer 

even more benefits to potential users of these advanced products.

Further information is available from: 

Hi-line Industries Ltd, 5 Crown Industrial 

Estate, Oxford Street, Burton on Trent, 

Staffordshire, DE14 3PG

Telephone: 01283 533377                     

Fax: 01283 533367               

e-mail: enquiries@hilineindustries.com 

www.hilineindustries.com
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It provides a service that lets businesses pay for 

temperature control and energy management in the 

same way they purchase other utilities.

Jet Environmental created Outsourced Air for 

companies who have temperature control needs 

but would prefer to rent a system than commit to an 

outright purchase.

Jason Hibbs, managing director at Jet 

Environmental, said: “This new option is already 

making it easier for customers to benefit from 

the best systems on the market, performance 

reporting, maintenance and proactive HVAC energy 

management. Outsourced Air customers enjoy a 

continuously optimised service for a fixed monthly 

fee.”

Fees start at 50p/m³ per year and include access 

to Jet Environmental’s temperature control 

management expertise and ongoing support without 

the need for capital purchase funding.

Jet Environmental, established in 1981, works 

with the UK’s leading consultants, contractors 

and end users to provide energy efficient climate 

control solutions for large volume buildings. The 

company works across diverse sectors including 

pharmaceutical, confectionery, vehicle manufacturing 

and heavy industry. Clients include the NHS, Boots, 

AstraZeneca, GlaxoSmithKline, Sainsbury’s, Tesco, 

Waitrose, ASDA, Rolls Royce, L’Oreal, Debenhams, 

Argos and B&Q.

Through its three divisions, Jet Environmental, Jet 

Maintain and Outsourced Air, the company works 

in buildings up to 40m high and 3,000,000m2 in 

volume. Examples include logistics warehouses, 

mezzanine areas, retail park stores, leisure and 

exhibition centres, production facilities and mail 

service centres.

 Jet Environmental’s Outsourced Air - A Fresh Take On Climate Control

Outsourced Air is a new division of Jet Environmental, the leading provider 

of climate control solutions for industrial and commercial buildings. 

For further information, call 0121 770 7466 

or visit www.jetenvironmental.com

Eberspächer UK is a major supplier of climate control systems 

to many car and commercial vehicle manufacturers – as well as 

a number of other transport applications. The company’s new 

facility at Ringwood, which has a BREEAM ‘Good’ rating, has 

replaced three separate facilities, bringing all of the company’s 

UK operations under one roof.

Eberspächer’s Paul Jarvis commented: “Energy-efficient performance for the new 

building was a key criterion for minimising our carbon footprint, gaining BREEAM 

certification and reducing running costs. In terms of the heating system, the 

specification was therefore for condensing warm air heaters combined with a 

destratification system.”

The Powrmatic heaters have been installed in the warehouse and the vehicle test 

facility. 

“The warehouse is very high with racking up to 8 m in some areas,” recalled PWB’s 

Andy Royal. “We worked closely with Powrmatic in positioning five NVS 60kW heaters 

and nine CECx destratification fans to ensure efficient distribution of the warm air. 

Each heater is controlled individually via links to strategically located temperature 

sensors. We also provided a condensate removal system in line with the requirements 

of Building Control,” he added.

Efficient Heating For Climate Control Specialist
Powrmatic has supplied seven NVS condensing warm air heaters and 
11 CECx destratification fans to Eberspächer UK’s newly constructed 
warehouse and test facility at Ringwood in Hampshire. The units were 
specified and installed by PWB Industrial Heating Service.

Further information: www.powrmatic.co.uk
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It uses the natural process of evaporation to cool 

air as part of a ventilation system rather than 

compressors or refrigerants.  Its low capital and 

operating cost make it the perfect solution for 

a variety of environments including industrial, 

commercial, data centres and manufacturing.

EcoCooling – Changing the Direction of 

cooling

EcoCooling have been supplying and distributing 

evaporative coolers for 15 years and have over 3000 

installations worldwide.  This vast experience in a 

variety of sectors has allowed our R&D department 

to develop some of the most energy efficient, flexible 

and optimum performance products on the market.   

For example, our industrial air handling unit was 

derived directly from a product designed specifically 

for the largest telecommunications company in the 

UK.

Further innovations developed initially for the IT 

sector and now transferred to our industrial and 

commercial clients, include new internal product 

ranges, energy saving Fans, filtration and advanced 

control systems. EcoCooling can create bespoke 

control systems which address the needs of 

individual clients, and can if required be supported 

remotely from our UK based premises.

Industrial and Commercial Cooling:  A cost 

effective alternative: 

•	 Targeted comfort cooling of zones or areas 

where required – particularly good for 

mezzanine floors or production lines.

•	 Products can be simply fitted as pre coolers to 

existing air handlers.

•	 Supply air temperature under 250C guaranteed 

all year round in the UK (MHRA compliant 

conditions). 

•	 Water controls coupled with pre-filtration 

minimise maintenance to once every 6 months

•	 Minimum disruption during installation.

IT and DC Cooling:  An energy efficient, 

reliable solutions

•	 ASHRAE Compliant conditions achievable.

•	 PUE of less 1.1  

•	 Full range of free cooling can be exploited

•	 Modular product ranges for retrofit or new 

build.

The integrated legionella control systems provide a 

hygienic and efficient operating environment which 

exceeds LCOP L8.

Smart Control – Cost effective solutions 

revolutionise industrial adiabatic cooling

There have been a number of developments in 

control systems recently that have opened the door 

to broader applications for this technology.  While 

previously the advanced control system was only 

applied to IT scenarios, new hardware has allowed 

EcoCooling to provide a cost effective version 

which is now available for industrial and warehouse 

cooling.  Benefits include:

•	 Closer  control of temperature and energy 

monitoring

•	 Remote access

•	 Real-time analysis of temperature and humidity 

from tablet devices

•	 Touchscreen interface 

•	 Can be used for combined ventilation, cooling 

and heating projects

•	 Easy connectivity - Modbus and Ethernet (For 

BMS/Fire suppressant systems etc.)

SPOTLIGHT CASE STUDY Leading Retailer, 

Industrial Cooling.

A leading retailer was experiencing temperatures 

of more than 400C during the summer months in 

their UK distribution centres, with staff describing 

the working conditions as unbearable.  The high 

temperatures also resulted in staff having to take 

regular water breaks.  There was no choice but to 

look for a feasible cooling solution for the facility.

The cost of conventional air conditioning for 

the whole centre would have been unrealistic.  

EcoCooling’s evaporative cooling and air handling 

solutions has provided the cooling they required to 

maintain bearable temperatures for a cost effective 

installation and at a sensible operating cost.

Performance:

The EcoCooling system provided fresh air spot 

cooling to the extreme areas while also gently 

cooling the rest of the centre. The new system has 

made more comfortable and happy staff and is 

costing the company less in water and break time 

and has provided a promising response from the 

Health and Safety committee.

Based on the success of the initial installation, this 

retailer has since commissioned an additional 4 sites 

with EcoCooling systems.

Would you be interested in a free site survey 

for your warehouse, data centre or commercial 

building?  Contact us on the details below:

EcoCooling Ltd.

www.ecocooling.org   |   sales@ecocooling.org

Tel: 01284 810586    |    Twitter: @EcoCooling1

What Is Evaporative Cooling?
Evaporative cooling is a low energy alternative to refrigeration which 

runs on less than 10% of the energy. 
60kW Modular CREC Systems cool 1.1MW 

data centre in Redhill, London
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The Canada and Wallasey Docks on the north 

and south banks of the River Mersey are each 

equipped with four double entry split-case Gwynnes 

impounding pumps (Fig.1). These pumps have 

been operating for the best part of 50 years and 

have given sterling service. Continuous monitoring, 

coupled with a planned maintenance regime, has 

played a key role in keeping the pumps running and 

also in the identification of any problems. 

In 2014 indications that the pumps at Canada 

Dock were running inefficiently prompted Peel 

Ports to open up two of the pumps for inspection. 

This revealed considerable wear of the impellers 

retrofitted in the late 1990s. Given the age of 

the pumps, obtaining replacement impellers 

was impossible as the pumps were no longer 

manufactured. At this point, Peel Ports turned to 

AxFlow, Huddersfield for assistance where there is 

expert knowledge of this type of impounding pump.

“The initial contract was to supply Peel Ports with 

two new OD 54 inch double entry Ni-resist impellers, 

along with two shafts, four shaft sleeves and eight 

lock nuts,” says Mark Redgrove, Technical Support 

Manager, AxFlow. “Subsequent to this order we 

then received an order for casing wear rings and 

a set of bearings for each pump. Together, both 

orders amounted to us replacing the entire rotating 

assembly for each pump. The original worn out 

cavitated and eroded impellers were in such a poor 

state that it was necessary for AxFlow to produce 

a new pattern and get a foundry to cast two new 

impellers (Fig.2).”

When operating to optimum efficiency, each of 

the pumps at both impounding stations delivers 

up to 60,000 lt/min running at 200rpm. All eight 

impounding pumps are programmed to go live three 

hours before and three hours after high tides. The 

prime focus is targeting the design buff level to keep 

the ships afloat when within the port system. It is 

a highly optimised system operated from a central 

operational workshop. 

The pumps are a key asset within the operational 

status of the Port’s equipment. In the estimation of 

Tony Pomford, Infrastructure Engineering Supervisor 

Peel Ports, when the impellers were removed for 

inspection they were beyond economical repair. 

“They are very robust pumps and open to all the 

elements associated with salt water contamination. 

We went for a completely new cast design, because 

the cost factor side and the life span projection are 

the asset for Peel Ports’ management team. At the 

end of the day, I realistically guarantee that we shall 

get at least another decade out of this first pump 

once it goes live,” comments Tony Pomford. 

Mark Redgrove reports that the first of the pumps 

was installed and commissioned in April (Fig. 3).

In The Dock
Peel Ports, owners of Mersey Docks is the latest port authority to 

take advantage of AxFlow’s re-engineering facilities at Huddersfield.

Fig. 1

Double entry split case impounding pump.

Fig. 2

Newly assembled impeller with the original in 

the background.

Fig. 3

Pump assembly in position

For further product details, contact:

Malcolm Walker

AxFlow Ltd

Orion Park

Northfield Avenue

London W13 9SJ

Tel: 020 8579 2111

Email: info@axflow.co.uk

www.axflow.co.uk
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What is less known is that Cat Pumps also 

manufacturers valves to support the use of its high 

pressure pumps. When a proprietary valve will 

not achieve either the technical parameters or the 

relevant approval standards, then Cat Pumps will 

look to offer a suitable solution. 

One recent project that illustrates this approach 

involves the Wolverhampton-based company Ovivo 

UK Ltd, a world leading supplier of equipment and 

solutions for the treatment of water, wastewater and 

ultra-pure water, 

Ovivo called on the resources of Cat Pumps when 

they were awarded the contract by a leading 

international oil producer to supply the Fresh Water 

Maker Package (Fig.1) for two projects located in the 

West of Shetland area of the UK Continental Shelf. 

The packages use the reverse osmosis process to 

produce fresh water from seawater.  

The RO package being supplied by Ovivo requires 

a pressure regulator to act as a back-pressure 

valve, which regulates the system pressure allowing 

reverse osmosis to occur. The Cat Pumps pressure 

regulator (Fig.2) is designed to a maximum set 

pressure of 70Bar (1000psi) and allows for a flow 

rate of up to 160l/min (9.6 m3/hr). 

The Super Duplex components make up the wetted 

parts of the valve. The selection of this material as 

well as the design provides excellent resistance to 

the salt water and gives increased working life to the 

valve. 

Adjustable spring loading allows for smooth 

operation and maintains close control of the working 

pressure. The valve is easily serviceable as it does 

not need to be disconnected from the pipework to 

access the working parts. The piston seat and Viton 

O-rings are replaceable as individual parts or as a 

repair kit.

Space and weight restrictions meant that a 

conventional control valve was not a viable option. 

Cat Pumps has supplied Ovivo with similar pressure 

regulating valves on many occasions in the past, 

but not with the demanding test and certification 

requirements necessary to meet the client’s 

specifications.

The remote location and harsh operating 

environment mean that safe and reliable operation 

of all components for the life of the package is of 

paramount importance. To ensure this is the case, 

Ovivo’s client require all Super Duplex materials to 

be sourced from approved suppliers, in accordance 

with their specifications defining material testing 

requirements, chemical analysis and mechanical 

properties superior to the normal international 

standards for this material. These requirements are 

similar to the Norwegian Standards NORSOK M-630 

and M-650.

Cat Pumps successfully supplied the valves in 

accordance with all the standard and specifications 

required by Ovivo’s customer.

Super Duplex Pressure Regulator Valve For Oil Industry 
Offshore Reverse Osmosis Package

Cat Pumps (UK) Ltd is well established in the water treatment and 

petro-chemical industries where its triplex positive displacement 

pump range is the choice of engineers and companies who put quality 

and reliability before price.

For further product information, contact:

Mark Austin

General/Sales Manager 

Cat Pumps (UK) Limited

1, Fleet Business Park

Sandy Lane, Church Crookham

FLEET, Hampshire, GU52 8BF

Tel:   01252 622031

E: sales@catpumps.co.uk 

www.catpumps.co.uk

Fig 1: 

Ovivo Fresh Water Maker Package

Fig.2:

Cross-section of Cat Pumps super duplex 

pressure relief valve
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During the last fifty years Hy-Pro has developed a reputation 

for reliability and high quality manufacturing within the 

hydraulic component industry, and this brand complements 

the extensive range of valves offered by HES.

Hy-Pro has an experienced UK-based technical team that 

are on hand to offer extensive advice and superior customer service to HES 

customers. Hy-Pro products are used across a variety of industry applications, 

including agriculture, construction, transport and rail.

Hydraulic Equipment Supermarkets 

A leading distributor for the fluid power industry, HES provides an over-the-

counter and telephone order service supplying hydraulic components from all 

the leading brands and companies.  Its expert warehousing infrastructure and 

part stock systems allow for same-day collection and next-day delivery on 

1000s of products.

HYDRAULIC EQUIPMENT SUPERMARKETS 

APPOINTED AS APPROVED DISTRIBUTOR 

FOR HY-PRO HYDRAULIC CONTROL VALVES

Hydraulic Equipment Supermarkets (HES) has been appointed as 

an official distributor for the British designed and manufactured 

hydraulic control valve brand, Hy-Pro.

For further information visit www.grouphes.com or follow us: @GroupHES
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Bifold has recently moved to larger premises in 

Chadderton (see below for full address) and so have 

been able to develop many different initiatives due 

to their expansion within the factory and growing 

workforce. The initiative that has the biggest impact 

for customers is that Bifold now has the capability to 

deliver products, configured and built to order within 

48 hours.

The significant increase in business over the last few 

years has meant that Bifold has implemented new 

plans for more efficient and fast despatch whilst still 

retaining excellence of quality and service. Bifold’s 

modular approach to product design and extremely 

efficient build and test processes have afforded 

increasing levels of flexibility as to the number of 

valve types that can be assembled and tested with 

very short lead times. This negates the need for ‘off 

the shelf’ finished valve products to meet customer’s 

urgent requirements. This form of productivity 

enhancement emphasises the significant increase 

in demand that has been placed on Bifold for their 

outstanding products.

The products that are available for 48hr despatch 

are available to view on the website (details of which 

can be found below). However, along with the 

preferred range that is advertised, Bifold is also able 

For More Information:

Tel. +44 (0) 161 345 4777 

Fax. +44 (0) 161 345 4780

Email: gbancroft@bifold.co.uk 

Web: www.bifold.co.uk

Bifold Fluidpower Ltd, Bifold Group, 

Broadgate, Oldham Broadway Business 

Park, Chadderton, Greater Manchester, 

OL9 9XA. UK.

to accommodate reasonable requests for alternative, 

configurable valve options that the customer 

may require and are more than willing to cater 

to individual customer requests. Whilst this 48hr 

service is applicable to single valves and small batch 

quantities, Bifold are also able to, within reason, 

accommodate specific demands for large quantities.

With 48hr despatch the customer receives the 

same quality and efficiency as they would usually 

experience and it does not require any special 

process within the ordering of the products. The 

customer must simply specify that they require the 

parts to be ready for despatch within 48 hrs and so 

provides minimum hassle process.

If you are interested in Bifold’s 48hr despatch please 

see the website for further details and terms and 

conditions. You can also contact Bifold using the 

information below.

Bifold are dedicated to maintaining the excellence 

of their products and their new facility confirms their 

commitment to shortening lead times and meeting 

customer demands.

They would like to take the opportunity to thank all 

their customers for their continued support.

Ambitious Valve Manufacturer Bifold Continues To 
Grow Developing 48Hr Despatch For Efficient And 
Quick Delivery

Bifold’s 48hr Despatch
About Bifold
The Bifold Group of Companies provides 

technical and engineering support 

together with a global network of agents 

and distributors. Bifold Group is a world 

class supplier of the widest range of 

switching instrument and piping valves 

and pumps for use in the oil and gas 

upstream and downstream sectors. Our 

innovative and reliable range of high-tech 

products and accessories, specifically 

designed with the customer in mind, have 

gained worldwide approvals and credibility 

for the onerous conditions as found in 

hazardous (classified) locations, hostile, 

corrosive and subsea environments.



Head Line

35EMS Magazine   |  APR/MAY 2015



36 EMS Magazine   |  APR/MAY 2015

Buyers Guide



37EMS Magazine   |  APR/MAY 2015

Buyers Guide



38 EMS Magazine   |  APR/MAY 2015

Buyers Guide



39EMS Magazine   |  APR/MAY 2015

Buyers Guide



40 EMS Magazine   |  APR/MAY 2015


