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The Barakah Nuclear Power Plant being constructed in Abu Dhabi 

UAE is part of the Gulf Cooperation Council’s (GCC) ambitious 

nuclear power program due to be completed by 2020.
Six Straightpoint load cells are being used by the Rose Theatre Kingston in 

South West London during a three-week run of Zack Helm’s Good Canary, 

directed by John Malkovich. The ensemble of load cells includes two that 

were ordered at the 11th hour due to scenic additions.

The new power plant owners required a coating to 

line the sea water intake pipes. The consultant in 

charge wanted a coating which exhibits excellent 

abrasion and erosion resistance, good permeation 

resistance, undercutting resistance and that 

performed well in the corrosion environment of 

marine applications.

After discussion with local Denso agent Bin Moosa 

& Daly and also viewing numerous successful case 

histories showing similar applications, Archco-

Rigidon Rigspray was chosen for the project.

Normally used on steel oil rig legs and riser pipes 

etc as an outer coating, Archco-Rigidon is well 

suited to give long term protection to steel in marine 

environments.

Bin Moosa & Daly are one of Denso’s worldwide 

network of loyal agents and last year they celebrated 

40 years of mutual association, providing Denso 

corrosion prevention and sealing solutions to the 

Middle East.

Rigspray Protection for Sea Water Pipelines

Winn & Coales (Denso) Ltd

Tel: 020 8670 7511.  Fax: 020 8761 2456

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

The latest Loadlink plus load cells were added to 

the rigging following the addition of side masking to 

three 4m-high LED screens that are tracked up and 

down stage during performances and integral to the 

production.

Wayne Parry, head of production at the Rose 

Theatre Kingston, said: “The side masking allowed 

for a clean, crisp finish and meant the production 

team could incorporate a doorway for the actors 

to enter and exit to the side of the screens. An 

additional benefit was that they solidified the screens 

and facilitated smooth movement.”

However, the loading requirement that this placed 

on the Rose Theatre grid was substantial and the 

engineers’ report highlighted theoretical loads close 

to the venue’s capacity. The theatre has a spider grid 

that houses the lighting rig and any performance-

specific low load rigging. Most of the rigging is 

transferred to still sections in the roof that have a 

point load of 250kg. The stage dimensions beneath 

are 10m deep, 16m wide and 10m high. During 

performances of Good Canary, 2,500kg of weight is 

in the air.

Parry said: “We were uncomfortable about adding 

weight without additional pick points so, with the 

help of the Straightpoint team, we were able to get 

a cost effective solution by adding more load cells to 

the rig to monitor all the necessary load points. This 

enabled us to work with the engineers to re-evaluate 

the report and, eventually, add the additional 

weight.”

Parry explained that Good Canary—Malkovich’s 

London theatre directing debut runs 16 September 

to 8 October—is a highly technical production 

with tracked furniture and multiple scene changes 

combining with the large screens.

He said: “The main loading requirement was for the 

screens. Each is 430kg and we needed to design a 

custom truss structure that could meet the demands 

of 1,320kg moving over the stage. Additionally, 

as the screens were constantly used to illustrate 

essential content, the structure could have only 

minimal ground support as not to cause sight line 

obstructions. We ended up with a large cantilever 

truss that needed securing to our grid.”

The Loadlink plus features an integral display, full 

function push button controls for tare, choice of 

units (lbs, kg, kN, and tonnes), peak hold, preset 

tare, audible set-point alarm and an overload 

counter. Constructed of high-grade aircraft quality 

aluminium, the internal design structure offers 

excellent weight to strength ratio.

Parry concluded: “The Loadlink plus load cells have 

performed brilliantly. It’s an easy to use and reliable 

product that enables us to monitor our loads and 

ensure we’re working safely.”

Two Additional Load Cells Added to Theatre 
Inventory After Late Set Change

Unit 9, Dakota Park, Downley Rd. Havant, 

Hampshire P09 2NJ ,UK 

Tel: + (0)2392 484891

Fax: + (0)2392 472211

www.straightpoint.com
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Response time to production challenges is reduced 

by up to 33 percent following installation by The 

London Taxi Company of an Andon system featuring 

ABB programmable logic controllers (PLCs) and 

human-machine interfaces (HMIs). 

The manufacturer of the world famous black cab 

installed the Andon system to allow shop floor 

workers to report production problems and escalate 

them until they are solved. 

Andon, from the Japanese word lantern, is a system 

of colour coded lights that signal the status of any 

production line challenge. The system increases 

the urgency and efficiency of response, improving 

productivity and forcing managers to focus on line 

stopping issues, while also preventing faults moving 

on down the line.

The system provides every manufacturing station on 

the production line with a pull cord. When a problem 

occurs on the line, such as a lack of parts or a 

machine stoppage, a production line worker pulls 

the cord and a light comes on. The pull cords are 

the inputs to the ABB AC500-eCo PLCs, and the 

light signals are displayed on HMIs located in each 

production area. 

The light summons the relevant team leader to 

the workstation. The team leader then decides 

whether it is a simple problem that can be resolved 

immediately or a more serious challenge requiring 

help from an external department. If the team leader 

can solve the problem, this can be done promptly 

and the call can be cancelled. This system then logs 

the call automatically in the database.

The team leader can call for external help using the 

HMI. The HMI displays which area has the problem 

and a list of departments that are available for help. 

When a team leader selects maintenance, stores, 

quality or manufacturing, an alert sounds in that 

department.

“The ABB HMIs display where the problem is 

occurring and continues to flash a light and make a 

tone until the relevant people answer the call,” says 

Pete Herron, senior control engineer for The London 

Taxi Company. “Although the problem may not be 

solvable immediately, the system aims to cut down 

on the response time from the department, which 

tends to be where a lot of time is wasted.

“This is not an alert the department can ignore as 

their response time is now being measured and if 

they don’t respond then the line will stop.”

Data has already shown improvements in 

performance. For example, the chassis line had 

a response time target of one minute. Figures 

show this being reduced to only 39 seconds, an 

improvement of around 33 percent.

Using the HMI, the system records the data in 

an Excel-compatible file. This allows the data to 

be downloaded easily and opened in a standard 

spreadsheet, enabling response times to be 

analysed and the numbers and types of problems 

experienced by each production station to be 

assessed.

The data shows where the most call outs have 

occurred, allowing production managers to 

investigate the underlying causes of these incidents 

and find solutions.

London Taxis is also considering extending the 

connectivity of the system to allow data to be sent to 

portable devices such as iPads.

The improvement to the production process has 

come at the right time, as the company plans to 

extend its business. It currently produces 1,400 

black cabs per year from its Coventry factory. 

However, this number is set to increase when a new 

plant comes into operation in 2017.

London Taxi Maker Uses PLC 
To Cut Downtime Risk

Andon reporting system helps taxi maker to keep 

production moving.

ABB Limited

Tel: 01925 741 111

Layla.hewitt@gb.abb.com

www.abb.co.uk/energy

ABB Limited, Daresbury Park, Daresbury, 

Warrington WA4 4BT

Their hoist and overhead crane mechanisms are strong, 

fast and silent, providing high levels of safety with ease 

of operation. They combine lube-free, low maintenance 

operation with 100% duty ratings and unlimited duty 

cycles. The products are insensitive to dust, humidity 

and temperatures ranging from -20°C to +70°C.

It is essential that the correct installation, operating and 

regular inspection servicing procedures are undertaken 

and maintained for these products to ensure long-term, 

trouble-free operation of all mechanical and power-

operated components.

To ensure that users obtain the best value for money 

from their investment in handling products, the 

JDN company can provide offsite/onsite services 

including supervision, installation, training, inspection, 

maintenance and repair, together with the supply of 

spares, service kits and full refurbishment facilities. All 

work is undertaken under full JDN personnel supervision 

and is carried out in co-operation with external 

certification authorities where required.

Appropriate products and services available from 

the JDN service department include:

• Prior inspection for the planning of the building site

• Organisation of the building site and coordination 

with all participants

• Provision of assemblyman

• Commissioning

• Approval of the hoists/cranes on client terms

• Approval in cooperation with external certification 

authority (3rd party)

This is then followed-up where required with regular 

maintenance and annual inspections by JDN trained 

engineers/technicians covering:

• Annual maintenance under compliance with the 

legal requirements and the JDN maintenance plan

• Introduction into the JDN maintenance database 

to ensure clients are reminded of upcoming 

planned maintenance

• Maintenance contracts that provide precise cost 

control details

This is also then supported with full maintenance/

repair/modification facilities including:

• Repair and modification in JDN’ s own workshops

• Repair and modification at client facilities

• Conversion in co-operation with JDN R&D 

requirements

• Overload tests

A full spare parts provision incorporates support for the 

choice of spare parts, compilation of spare parts and 

service kits for retention in client warehouse and the 

shipping of the spare parts worldwide.

In addition, specific customer personnel training, all 

tailored to meet client needs is available either on-site, 

at customer facilities or one of the widely located JDN 

sales companies. J D Neuhaus are represented in more 

than 90 countries (including Germany, France, Great 

Britain, Singapore and USA), together with 70 other 

branches throughout the world.

After expiration of the theoretical operating life (at the 

latest after 10 years) all hoists are currently required to 

undergo a general overhaul. For J D Neuhaus hoists, 

this work can be undertaken within their service centre 

or by one of the JDN authorised service partners.

If there is a short term demand for hoists of any capacity 

then a full rental service, including delivery, is available 

and hoists can be customised to meet specific client 

requirements.

The J D Neuhaus air operated handling equipment, 

including hoists and cranes for operations within light, 

medium and heavy duty engineering, cover individual lift 

capacities from 250kg up to 100 metric tonnes. Even 

heavier lift requirements can also be achieved using 

multiple hoists and integrated synchronised lift and 

traverse controls for units operating in tandem or parallel 

configurations. Land based or offshore oil/gas platform 

mounting can be accommodated, including installations 

on sea-going vessels where ocean swell movements 

can be minimised by the use of rack & pinion drives 

incorporated into horizontal overhead beams and 

the mechanised trolley drives. Specialised hoists 

for underwater handling operations, or extreme low 

cryogenic conditions down to -45°C are also available, 

together with optional hydraulic drive mechanisms 

where compressed air power supplies are not readily 

available.

J D NEUHAUS AT YOUR SERVICE
The specialised high-performance handling products manufactured by the J D 

Neuhaus company are engineered for extremes, and are suitable for operation 

within chemical, oil and gas and general industries involving hazardous working 

areas including those subject to potential explosion risks. 

Further information is available on request to:

J D Neuhaus GmbH & Co. KG

58449

Witten-Heven

Germany

Tel: +49 2302 208-219

Fax: +49 2302 208-286

info@jdngroup.com

www.jdngroup.com
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During the compression process air is compressed 

to typically 7 bar, which provides an eight fold 

greater water loading than conventional air at normal 

atmospheric pressures. This additional moisture is 

then also processed out to become condensate 

from the dryers and filters, but this condensate also 

contains droplets from the compressor oil, which 

together cause a toxic cocktail.

However, the Hi-line ConSEP range of condensate 

cleaners treat the condensate with flocculants 

and activated carbon in an adsorption phase. 

This purifies the condensate, so providing a clean 

water solution which is clean enough to supersede 

local water authority regulations which stipulate a 

contaminant content of less than 5mg/litre. 

Air handling specialists Hi-line Industries have 

recently developed this process, which is a new 

concept in the treatment of compressor condensate 

discharge. Their latest ConSEP products also 

provide a 10% higher volumetric capacity than 

their previous Gen 2 range, enabling the utilisation 

of greater oleophilic as well as superior activated 

carbon filtration media. The increased service life 

achieved by these products is also backed-up by 

this established midlands manufacturer, providing 

a lifetime warranty against leaks or product 

malfunctions.

Current UK and European consent levels are 

exceeded by the ConSEP range, which is 

compatible with all current condensate drains as well 

as many types of oils. Moving parts, along with both 

static water and oil containers have been eliminated 

to ensure the new larger and stronger ConSEP 

provides a simple, reliable and friendly environmental 

solution for the economical treatment of compressor 

condensate. These products ensure a low carbon 

footprint and achieve a 6 – 12 month servicing 

period between ‘blue-bag’ replacements, making 

the whole process both easy and clean to use.

The new ConSEP condensate cleaner range 

comprises five models, covering flow capacities 

of 60/100/300/750 and 1500 cfm respectively. 

The condensate, comprising residual air, water, 

oil and other process contaminants is fed into a 

diffusing lid on individual ConSEP products, where 

the air content trapped within the condensate is 

de-pressurised and the discharge contents also 

subject to primary filtration. The next stage of the 

process is achieved with an oleophilic filter chamber 

to collect entrained oil, followed by a separator body 

of activated carbon to filter out and remove any 

compression process contaminants and debris.

Clean water flows out from the bottom of the 

ConSEP under atmospheric pressure, a test/sample 

point is also supplied on the clean water outlet. 

Midpoint connectors are also provided to facilitate a 

multiple or modular grouping of up to five vessels to 

handle even the largest condensate output flows.

Hi-Line Condensate Cleaners Ensure 
Full Legal Compliance

The ConSEP range of oil/water compressor condensate cleaners, manufactured by 

Hi-line Industries Ltd, offer not only a very compact and efficient way of dealing 

with compressor condensate, but these products are also fully compliant with the 

‘1991 Water Resources Act’.

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

Farmingdale, NJ (June 8, 2016) – Dialight (LSE: 

DIA.L), the global leader in LED lighting technology, 

today unveiled the first-ever High Efficiency ATEX/

IECEx Zone 1 SafeSite® High Bay. Each high 

bay feature Dialight’s latest world class in-house 

designed power supply and a full 10-year, full 

performance warranty and up to 110 lm/W 

efficiency.

The high output 23,500 to 9,650 lumen SafeSite 

ATEX/IECEx Zone 1 High Bays offer superior 

illumination and efficiency for oil, gas, chemical, 

petrochemical, pharmaceutical and other hazardous 

area applications.  The ATEX Zone 1 certified 

SafeSite High Bays include an integrated power 

supply with 6kV surge protection, and their light 

weight and low profile makes for easy installation.  

Options for 3 meter cable or integrated wiring 

junction box.  With typical mounting heights up to 13 

meters, the SafeSite LED High Bays represents the 

ideal retrofit for conventional 400W HID fixtures.  The 

ATEX/IECEx SafeSite LED High Bays are L70 lifetime 

rated for more than 150,000 hours and operates in 

temperatures ranging from -40oC to +60oC.

Dialight Introduces High Efficiency Zone 1 
SafeSite® High Bay

New Certification Allows for Use in New Hazardous Environments 

in Europe, Middle East, and Australia

For more information about Dialight’s 

complete line of SafeSite LED lighting 

solutions for hazardous locations including 

IES files, LM79 reports and technical 

datasheets, visit www.dialight.com.

Or call: +44 (0)1638 665161
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These include chemical and pharmaceutical 

production establishments, together with the food 

and drink industries covering all aspects of both 

handling and manufacture.

With a plating thickness of 25 µm, the hoists ensure 

resistance to environmental humidity as well as 

providing a good general corrosion resistance. The 

typical component parts of the hoist units that are 

subject to the nickel plating process include the lift/

lower motor together with gearbox and the main 

centrepiece body. Where the hoist is trolley mounted 

for overhead rail operation, the trolley body and both 

driving and traverse motors are also nickel-plated.

Further protective features also available include 

the provision of stainless steel options for the top 

suspension hook, both the load hook and sleeve, 

together with the lift/lower chain mechanisms and 

12 metre capacity chain bag. Specification of the 

stainless steel hook and chain does limit the lift 

capacity to 750kg however.  Further options include 

plastic chain boxes suitable for 3, 6 and 12 metre 

chain lengths together with a 12 metre galvanised 

chain box. 

A further positive aspect of the products is the fact 

that the lift motor does not require lubrication and 

all hoists are classified as explosion protected to 

comply with Directive 2014/34/EU [Equipment & 

Protective Systems Intended for use in Potentially 

Explosive areas (ATEX)]. The hoists are also 

classified as capable of 100% duty rating with no 

downtimes.

The models currently available in the nickel-plated 

range include: the Profi TI hoists with 0.5 and 

1 tonne lift capacities, together with a big-bag 

handling unit with a rated 1 tonne lift. A low 

headroom trolley hoist of 1 tonne capacity is also 

available, which is designed for operation in areas 

subject to low headroom capacity. Where Profi 

hoists are utilised with trolleys for overhead rail 

mounting, both manual operated (type LN) and 

motorised (type LM) trolleys can be provided which 

have also been subject to appropriate nickel-plating 

treatment for use in hygienically critical areas.

Nickel Plated Hoists Suitable For 
Hygienically Critical Areas

Selected models from the J D Neuhaus range of air operated hoists 

and trolleys are now available for clean room operations and other 

specialist applications that also require hygienic working conditions. 

Further information is available on request to:

J D Neuhaus GmbH & Co. KG, 58449, 

Witten-Heven, Germany

Telephone: +49 2302 208-219

Fax: +49 2302 208-286

e-mail: info@jdngroup.com

www.jdngroup.com

Grease cartridges can be supplied filled with the 

specific brand & type of grease type required for the 

application & can be changed in seconds by the 

user.

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

generate up to 250psi operating pressure, meaning 

that it can be used with 

long feed lines or in 

cases where there is 

high back pressure at 

the bearing.

The innovative new Jack-Luber incorporates a 

Jackscrew mechanism which reduces wear & 

therefore prolongs the operational life of the unit.

Once activated, the Jack-Luber runs intermittently 

to supply grease on the optimum “Little and Often” 

principle.  Integral switches allow users to set the 

required feed rate, allowing up to 2 years operation 

between cartridge/battery change.

The Jack-Luber is suitable for indoor or outdoor use 

and is not affected by changes in temperature.  In 

addition, the Jack-Luber is certified intrinsically safe 

for use in hazardous areas. 

This new addition fills the gap in the ATS Electro-

Lube product range, fitting between the low 

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

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

Well Proven Range Of Self Contained Automatic Lubricators.

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

At BSRIA’s flagship event: the annual Briefing and lunch – industry’s current hottest topics 

– key aspects of Brexit and all that it entails – and performance and wellbeing beyond 

compliance – will be discussed.

higher pressure (900 psi) Ultimate-Luber Motor Drive 

Series.

Jack-Luber Model 

125 & Replacement 

Cartridge

Detailed information, including 

demonstration videos for the entire ATS 

Electro-Lube product range can be found 

at their new website: 

www.atselectrolube.co.uk. 

The lunch is at 13:00: the event will close at 
15.30. More detailed information on the event 
is available at:          
 
Briefing 2016: performance and wellbeing 
beyond compliance
 
For sponsorship details or to discuss booking 
your company table –
 
e-mail:  tracey.tilbry@bsria.co.uk or phone 
01344 465 512.
 
Venue: The Brewery, 52 Chiswell Street, 
London, EC1Y 4SD.

The guest speaker, the Rt Hon Lord (Paddy) 

Ashdown GCMG CH KBE PC will tackle Brexit and 

what this means to the country.

 

The Briefing will be held at the Brewery, in London, 

on Friday 11th November 2016. The main sponsor 

is Trend.

 

Julia Evans, Chief Executive, BSRIA said: “We are 

delighted that Lord Ashdown has agreed to be 

BSRIA’s guest speaker at this prestigious event. He 

is an excellent speaker – with lots to say on Brexit 

and other current topics – so our members and 

audience will be able to put their burning questions 

to him.

 

BSRIA has been holding workshops and briefings 

which will define the messages we want to put to 

government as part of the impending negotiation 

with the EU. This list of ‘asks’ will be formulated 

during the winter of 2016 and will reflect the themes 

raised by members. Indeed, since summer there has 

been a ‘labyrinth’ of economic and legislative issues 

to negotiate.

 

Wellbeing will also be discussed in detail with our 

exciting line up of speakers looking at the ideas 

and concepts both new and currently being used in 

our industry and also what we can learn from other 

industries to enable people to be comfortable and 

productive in their day to day endeavours.” 

 

The Briefing takes the form of a morning briefing 

followed by a luncheon with a guest speaker. It is 

well-established in the industry calendar drawing 

a wide range of attendees from all sectors, 

commencing at 9.00 am. 

 

Other speakers include: Professor Paul Cullinan, 

Honorary Consultant in Respiratory Medicine, 

Royal Brompton Hospital, London; Nicola Gillen, 

European Practice Lead for Strategy Plus, 

AECOM; Professor Stephen 

Holgate, MRC Professor of 

Immunopharmacology at the 

University of Southampton; 

Ben Roberts, Senior 

Mechanical Engineer, Hoare 

Lea & Partners; Matthew 

Webster, Head of Wellbeing 

and Futureproofing, British 

Land and Roderic Bunn, Building Performance 

Analyst, BSRIA. The Chair is Sarah Ratcliffe, 

Progamme Director, Better Buildings Partnership.

BSRIA 2016 Briefing - Hear About Industry’s Hottest Topics: Brexit & Wellbeing
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This form of seal failure can result in leaks, causing 

safety concerns while also necessitating clean-up 

operations and the interruption or total suspension 

of production line activities. 

However, costly breakdowns can be reduced or 

even virtually eliminated by utilising the DuPont™ 

Kalrez® perfluoroelastomer (FFKM) O-ring seals. 

In examples where these high performance 

products have replaced the OEM fitted metal 

seals, uninterrupted production periods in excess 

of 10 years have been experienced without any 

lost production processes due to seal failures. 

Scheduled maintenance periods can also be safely 

extended leading to manpower savings coupled with 

increased production outputs.

The Kalrez® O-ring seals are available in the UK 

from authorised distributor Dichtomatik Ltd. Finished 

O-rings, custom shapes, sheet and cords are 

manufactured exclusively by DuPont™ from raw 

material right through to the finished products, and  

Kalrez® is now the choice of elastomer for the most 

demanding sealing applications. 

Kalrez® is recognised as the market leading 

perfluoroelastomer which is resistant to over 

1800 different chemicals while offering the high 

temperature stability of PTFE (327°C). The advanced 

properties of the product help maintain seal integrity 

with increased production safety, while also helping 

to minimise manufacturing and maintenance costs.

Typical worldwide markets that can benefit from the 

proven advantages offered by Kalrez® products 

include aggressive chemical processing, food and 

pharmaceutical production activities, oil and gas 

recovery, petroleum applications, power generation 

together with semiconductor wafer processing 

involving a wide range of industrial and electronic 

grade chemicals.

Subsequent removal or in-situ repairs of affected 

equipment such as gear pumps, centrifuges, 

reactors and quick-release couplings can be 

expensive, particularly if the MTBF times are of 

short duration, leading to high unscheduled costing 

levels together with production shut-downs and 

process liquid losses. Labour costs alone covering 

major component strip-downs or complete unit 

replacements can be very substantial.

FFKM Seals Can Outperform Metal O-Rings 
At High Pressures & Temperatures

The deformation of metal O-ring seals can occur where process 

operating conditions reach temperatures up to 300°C, with liquid 

pressures also as high as 100 bar.
Enhanced drive sets new standards for simplicity, 

reliability and ease of integration.

Further information is available from:

Dichtomatik Ltd, Donington House, 

Riverside Road, Pride Park, Derby  

DE24 8HX 

Telephone: 01332 524401

Fax: 01332 524425

e-mail: kalrez@dichtomatik.co.uk

www.dichtomatik-kalrez.co.uk

The ABB HVAC drive, ACH580, is designed 

specifically for a wide range of HVAC applications. 

With harmonic mitigation, an intuitive operating panel 

and native BACnet (and Modbus) communications, 

the drive is suited for the uninterrupted performance 

required of mission-critical applications such 

as hospitals and data centres, while achieving 

the ambient comfort necessary for maximum 

productivity in commercial buildings, such as offices 

and schools.

 

The drive operates accurately with any type of HVAC 

motor, including induction, permanent magnet and 

synchronous reluctance (SynRM) motors. It can also 

be integrated with any major automation system, 

communicates in familiar HVAC languages, controls 

motors up to 250 kW and is plug-in-ready to install.

A streamlined HVAC-specific menu and 

control panel assistants allow quick and easy 

commissioning. Industry needs such as PID loop 

controllers and motor heating capabilities are built-in, 

standard features.

The prominent capabilities of the ABB HVAC 

drive, ACH580, include:

• Energy efficiency: The ACH580 has the highest 

efficiency class for a drive - IE2. It also provides 

superior efficiency with all motor types. The 

ACH580 drive and IE4 SynRM motor package 

delivers the best performance in the most 

energy efficient manner available on the market 

today. Energy savings are calculated internally 

and can be sent back to the BMS via fieldbus. 

The drive also includes variable-speed internal 

fans, further saving energy.

• Simplicity: Simple out-of-the-box 

commissioning via the new superior keypad 

ensures simple set-up. All essential hardware 

needs are included such as IP55 and IP21 

enclosures with the same footprint, reducing 

installation space. The drive can also be 

supplied with an IP55W (weatherproof) 

enclosure, suitable for outdoor mounting. The 

drive comes complete with a rear back plate 

ensuring it can be mounted in “free space” as 

well as onto a flat surface.

• Reliability: The ACH580 provides up-to-date 

and accurate system efficiency information, 

monitoring how much energy has been saved, 

and providing advanced notice of possible 

maintenance needs for the drive or the driven 

load. State-of-the-art accelerated life testing 

during development and 100 percent testing 

on real motors in production ensure reliable 

product at point of delivery.

ABB Introduces New Drive 
For HVAC Applications

• Easy integration: Embedded HVAC 

communications allow users to control 

applications, report findings and perform 

diagnostics natively through embedded 

BACnet MS/TP and HVAC protocols.  BACnet 

IP over EtherNet can also be incorporated as 

an option.

ABB Limited

Tel: 01925 741 111

Layla.hewitt@gb.abb.com

www.abb.co.uk/energy

ABB Limited, Daresbury Park, Daresbury, 

Warrington WA4 4BT
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After undertaking extensive customer trials at 

Guyson’s Yorkshire demonstration and test facility 

an initial SBP4 sit down blast machine was chosen 

because of the benefits it brought to the operators 

who were expected to be blasting for longer periods 

at a time and the sit-down nature of the machine 

allowed for a more comfortable and productive work 

operation. Subsequent to being installed and used 

for a month a second machine was ordered and 

delivered into another area of operation due to the 

great success of the first machine.

Europac 3D (www.europac3d.com) offers an 

extensive range of 3D scanners, 3D printers and 

3D Scanning & Printing services in plastics, wax 

and ceramics. But whichever substrate is chosen 

Guyson blast finishing is the preferred method 

of final product finishing, allowing Europac 3D to 

deliver on customer expectations by smoothing 

over product striation lines, removing any excess or 

loosely adhered ceramic powders and providing a 

more paint or coating receptive surface on plastic 

prototypes by removing the smooth shine and 

replacing it with a finely controlled textured surface 

that improves subsequent adhesion on the 3D 

printed prototypes.

The Euroblast SBP4 cabinet has been designed to 

be comfortably and productively used by a seated 

operator and provides a versatile blast machine in 

a small footprint. Built to high quality standards, the 

cabinet is highly durable, rigid and tightly sealed, 

being fabricated and welded in 16 gauge sheet 

steel. The Euroblast SBP4 benefits from having side 

opening doors on both the right and left hand side 

of the cabinet, allowing ease of component access. 

The SBP4 blast chamber is 50 cm high at the back 

wall, 81 cm wide and 61 cm deep, large enough to 

accommodate most prototypes, and the cabinet 

itself stands at 137 cm high. The cabinet is fitted 

with a large abrasion-protected safety glass viewing 

window and the interior of the blasting enclosure 

is brilliantly illuminated ensuring good visibility. The 

SBP4 blast cabinet comes with armhole sleeves and 

a pair of rubber gauntlet gloves, and a quick release 

media changeover facility; the latter proves useful if a 

variety of different blast media is used.

Blasting is controlled by the left foot pedal, thus 

leaving both hands free to manipulate parts under 

the blast nozzle when the nozzle is positioned in 

the gun holder or leaving one hand free to hold the 

gun and the other to rotate the part. The right foot 

pedal controls an airwash for post blast removal of 

residual dust or blast media from the parts. The blast 

machine designer and manufacturer offers the SBP4 

buyer a choice of two standard sizes of suction-

fed blast guns. The smaller Model 400 gun is 

recommended for precise and concentrated blasting 

of components that may have fine details. The 

Model 900 gun is larger and more powerful, enabling 

faster coverage. The cabinet can also be built with 

one of each size blast gun for maximum versatility.

Completing the blast system is the Guyson Model 

41 dust collector which comes as standard with this 

cabinet and is equipped with four fabric filter bags 

for efficient dust removal and separation.

An optional Pencil Blaster can be supplied with any 

Guyson Euroblast or Formula blast cabinet and 

this adds the facility to clean delicate or intricate 

components using the ultra-fine micro nozzle. This 

compact pressure fed unit is externally fitted and 

uses a hardened nozzle, operated by a separate foot 

pedal.

Guyson Sit-Down Blast Cabinet 
For 3D Print Finishing

Industrial finishing equipment manufacturer Guyson International 

has recently installed two Euroblast SBP4 sit down blast cabinets 

into the in-house 3D print service bureau of Europac 3D, a leading 

3D scanning and printing company, based in Cheshire, for surface 

finishing 3D printed prototypes. 

For further information about the range 

of Guyson blast cabinets available or to 

undertake free component trials on your 

prototypes please contact Guyson’s 

Customer Service Department on:

01756 799911 now.

Each course covers specific Riello 

burner models, as well as general 

principles. These include commercial 

gas burners, commercial oil burners, 

modulating gas burners, modulating 

oil burners, dual fuel burners and 

gas boosters.

All of the courses are of one-day duration, held at the company’s training 

centre in Huntingdon, Cambridgeshire, and include lunch, refreshments and an 

information pack. Numbers are restricted on each course to ensure that every 

attendee gains the maximum benefit from the day.

Riello Announces Training Programme 
For Commercial Burners

Riello has announced its 2016 training programme for 

commercial/industrial gas & oil burners and gas boosters.

Anyone interested in attending should visit www.rielloburners.co.uk 

and follow the link to training for further information and online booking 

or contact Riello Ltd on 01480 432144 option 4.
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From power stations and food and drink 

manufacturing plants to the pharmaceutical and 

other process driven industries, the demand for 

steam spans both the private and public sectors. 

However, the rising cost of energy and the increasing 

requirement for businesses to meet strict energy and 

emissions targets means that users are constantly 

looking for ways to maximise energy efficiency and 

minimise production costs and overheads. 

Water treatment is one of the simplest way to 

ensure a system is operating at optimum efficiency. 

During the steam generation process, chemical 

reactions occur which impact on the performance 

of a steam boiler. Scaling, the formation of sludge, 

metal corrosion and carryover of contaminants into 

the steam are unavoidable. Therefore, it is vitally 

important that the correct boiler water conditions are 

maintained.

Clean your act up

Scale is caused by the formation of insoluble salts 

of calcium and magnesium when exposed to high 

temperatures. This reaction causes a rock-like 

coating to form on the boiler tubes which severely 

reduces the heat transfer. The process has highly 

undesirable consequences, not only does it greatly 

reduce the efficiency of the steam boiler, but also 

causes the boiler tubes to overheat. In an extreme 

situation, this can cause a steam boiler to rupture.

The first step to preventing scale formation is 

to remove as much hardness from the steam 

boiler feed water as possible using a boiler water 

softener. Chemical treatments are also available, 

such as phosphate treatments and polymer sludge 

conditioners which can be used to improve the 

quality of the incoming water supply. These steam 

boiler treatment chemicals ensure that any hardness 

slippage is converted into a mobile sludge which can 

be removed by steam boiler blowdown.

Controlling corrosion

Corrosion is also a major factor in boiler efficiency. 

Corrosion can be caused by a low pH within the 

boiler which can be the result of by other chemicals 

or carbon dioxide infiltration. However, the most 

common cause is dissolved oxygen entering the 

system via the feed-water. The oxygen causes 

corrosion to occur in the form of pitting which 

is caused by the presence of oxygen and rapid 

temperature increase, causing small but deep 

pinpoint holes which eventually can penetrate tube 

walls. The solution to this is to simply raise the feed 

water temperature, giving the oxygen sufficient 

opportunity to escape. A well-designed feedtank or 

hotwell is a good first line of defence in protecting 

the boiler.

The feedtank temperature should be maintained at 

a minimum of 80°C. This is achieved by returning 

as much hot condensate as possible and by steam 

injection. A feed temperature of 85–90°C is ideal, 

but it is important to avoid pushing the temperature 

too high, since it will encourage cavitation damage 

of the feed pump.

A steam generation facility is often referred to as the 

heart of any industrial power plant as it is they are 

fully operational 24 hours a day. With such a reliance 

on steam and heat generating systems, excellent 

control of boiler water chemistry essential and it is 

vital we recognise the role boiler water quality plays 

in order to be able to deliver true energy efficiency.

Treat The Steam – Keep It Clean
With efficiency a suitably hot topic within the process heating industry, 

many businesses are looking at cost-effective ways of reducing wastage. Pete 

Mills, Commercial Technical Operations Manager at Bosch Commercial 

and Industrial, explores how the simple action of water treatment can help 

them to deliver.

For more information on Bosch Commercial 

and Industrial and its range of steam boilers, 

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

0330 123 3004. Alternatively, follow Bosch 

Commercial and Industrial on Twitter (@

BoschHeating_UK) and LinkedIn (Bosch 

Commercial and Industrial UK).
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It is home to students from its Faculty of Engineering 

and over its six floors, provides teaching facilities, 

library and IT services and state-of-the-art specialist 

engineering laboratories, including a clean room, a 

virtual reality suite and a project workshop.

 

The Diamond is a multi-disciplinary engineering 

teaching space, utilised by all seven departments 

and three interdisciplinary programme areas. Of 

the many disciplines taught at The Diamond – from 

materials science and aerospace to traditional 

mechanical engineering – the University’s bio-

engineering degree is an innovative and technology-

driven subject that uses engineering techniques 

to analyse and solve some of the most important 

questions in biology and medicine today. 

 

For this undertaking, the bio-engineering department 

required a source of low- and high-pressure steam 

and, having looked at numerous solutions and 

manufacturers from the UK and Europe, approached 

Fulton for advice and a solution.

 

Low and high pressure steam is used by the 

department for process control in the laboratory-

scale Solaris bio fermenters. These are used to 

produce a variety of single-cell organisms that are 

used to break down cells, extract DNA and look at 

protein extraction and expression. High pressure 

steam is used for vessel sterilisation to ensure that 

both the vessels are bacteria-free and ready for the 

next broth batch.

 

Commenting for the University of Sheffield, The 

Diamond’s technical operations manager, Dr 

Stephen Mason says: “A method of raising steam 

wasn’t considered as part of the building’s original 

specification so we started looking at laboratory 

steam generators, but couldn’t find a solution to 

provide the mass flow rate required for the faculty. 

It therefore became obvious that we needed some 

fairly serious steam-raising equipment and started 

looking at alternative boiler systems.”

 

Having dismissed steam generators, Stephen and 

his team looked at fuel-fired steam boilers but, with 

their requirement for ancillary equipment, these 

‘traditional’ systems would have taken up too much 

of the laboratory’s valuable space and also weren’t 

deemed compatible with the building’s existing 

infrastructure. Additionally, with steam load only 

being required during teaching sessions, it was 

essential that a system could be powered-up and 

operational with 30 minutes and shut down again 

within just a few hours.

 

So, the University’s operations team started looking 

at numerous alternatives from manufacturers in the 

UK and Europe and eventually opted for a bespoke, 

skid-mounted EFS electric steam boiler system from 

Bristol-based Fulton Limited.

 

“With the search for a suitable source of steam for 

the bio-engineering laboratory having taken longer 

than we had hoped, our principal performance 

requirement had moved from output and size, to 

lead time.” says Stephen. “And having opened 

discussions with manufacturers in early December, 

Fulton was the only supplier able to survey, design, 

deliver and install a bespoke system within the three-

month timescale required of the University.”

 

To make The Diamond an integral part of the 

city centre and allow visitors to watch students 

studying, a large proportion of the building façade 

is glass and the plant room (pilot plant) within it also 

surrounded by a glass partition. Because the Fulton 

EFS electric flash steam boiler was placed within the 

laboratory and therefore on display to students and 

visitors alike, the system was skid-mounted with a 

blowdown vessel that was housed in an identical 

cabinet to the boiler. The system was then delivered 

to site and installed within the self-contained, glass-

fronted pilot plant, which also housed the Solaris 

fermenter.

 

With the boiler system installed on the ground 

floor and located almost at the point-of-use for the 

laboratory, all safety and planning aspects were 

discussed with, and solved by Fulton, with excess 

steam from the system being vented to roof-level via 

convoluted risers.

 

Having successfully resolved the planning and 

health and safety aspects of the installation, Fulton 

was also tasked with discussing the fermenter’s 

requirements for process steam with Solaris, the 

Italian manufacturer.

 

“Having no first-hand knowledge of fermenters 

or steam raising equipment, the University was 

delighted when Fulton took the lead on discussing 

its conceptual and detailed designs with Solaris, 

as the two companies were able to ensure that 

its systems worked seamlessly together.” says 

Stephen.

 

Fulton’s four-model EFS range has been designed 

specifically to deliver the short period/high 

demand steam loads that are typical of laboratory 

applications. The fully-automatic and self-contained 

steam boiler range incorporates an integrated feed 

water tank and feed water pump and provides 

short duration steam pulses at steady pressures. 

The EFS is able to meet fluctuations in steam loads 

and meets short-term peak flow rates of a typical 

steriliser cycle.

 

EFS boilers are designed to reduce entrainment 

of water droplets to a minimum and, as a result, 

produce high quality, contaminant-free steam. They 

are also quiet, clean and efficient and are protected 

with a fail-safe control system to ensure trouble-free 

operation in medical environments.

 

Working from a 400V 3ph 50Hz electrical supply, the 

University of Sheffield’s boiler system was designed 

by Fulton to BS1894 Class 2 and PED EC/97/23/

EC and included an EFS54 automatic carbon steel 

electric flash steam boiler, rated at 86kg/h (F&A 

100°C). This was skid-mounted with a Fulton model 

BDV2 blowdown vessel was constructed and 

certified to BS5500 Cat. 3.

Fulton Installation At University Of 
Sheffield Is A Real Diamond

Opened in September 2015, the £81m Diamond building is the University 

of Sheffield’s largest ever investment in learning and teaching.
Babcock Wanson has completed a turnkey project for Formica to install 

a high efficiency Thermal Fluid Heater and ancillary equipment at its 

Coast Road, North Shields site to heat a newly installed oven used in the 

manufacturing process.

Fulton Limited

Tel: 0117 972 3322

Fax: 0117 972 3358

E-mail: carl.knight@fulton.co.uk

Web: www.fulton.co.uk

For more information, please contact 

Babcock Wanson on 020 8953 7111 

or info@babcock-wanson.co.uk 

or go to www.babcock-wanson.co.uk

Formica Group is a leading provider of branded, 

designed surfacing solutions for commercial and 

residential customers worldwide. It is the world’s 

largest manufacturer of High Pressure Laminate 

(HPL) and the Formica® brand is known world-wide.

To maintain the consistent quality Formica is 

renowned for, reliability and efficiency are key to 

the manufacturing process.  Babcock Wanson 

recommended its EPC 1500ES fully automatic coil 

type, multi-pass Thermal Fluid Heater for the project 

as it provides optimal distribution of the heat, high 

fluid velocity in the exchange tubes and continuous 

flow monitoring to ensure long fluid life and the 

highest level of safety.  

The EPC Heater includes a large integral exhaust 

gas to combustion air economiser which cools the 

exhaust gas by heating in the incoming combustion 

air so increasing combustion efficiency.

During commissioning, with an outlet thermal fluid 

temperature of 287 C, the flue gas was cooled 

to 200 C giving a combustion efficiency of 90-91 

%. However, in subsequent operating tests under 

production loads and with a lower outlet thermal fluid 

temperature of 251 C, flue gas temperature was only 

127 C and combustion efficiency increased to 94%.  

This high level of efficiency under working conditions 

really reduces the overall fuel consumption below 

that normally anticipated when high temperature 

fluids are required for process heating applications – 

a key benefit of the EPC ES design.

The gas fired EPC-ES has been fitted by Babcock 

Wanson with a primary circuit, secondary pumps 

and control valves on each section of the laminate 

treater, along with the associated pipe work. 

Formica is a long standing Babcock Wanson 

customer and are still operating a thermal fluid 

bought in 1988.

Babcock Wanson offers a complete range of 

products and services for boiler houses and other 

process heating needs, from steam boilers, thermal 

fluid heaters, rapid steam generators and hot water 

boilers to VOC and odour treatment by thermal 

oxidation, water treatment or process air heating 

solutions.  The company aims to help optimise 

customer’s energy production with high quality 

products and efficient service.

Formica Benefits From High Efficiency 
Babcock Wanson Thermal Fluid Heater
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Risk assessments are required under Regulation 3 

of the Management of Health and Safety at Work 

Regulations 1999, to determine, measure and 

mitigate potential risks in the workplace. Unlike 

some, a boiler house-specific risk assessment is not 

just a lesson in slips, trips and falls; its key objective 

is to ensure the boiler is being correctly operated 

and maintained.  Without this framework in place, 

boiler houses and plants face many risks, from failing 

equipment and costly downtime to jeopardising the 

safety of staff and property. So it’s important risk 

assessments are not only completed, but that they 

are completed correctly.

Help from the HSE

The Health and Safety Executive’s (HSE) safe 

management of industrial steam and hot water 

boilers (INDG436) outlines twelve key factors that 

need to be considered to ensure the safe operation 

of the boiler: 

1. Operation

2. Competence 

3. Training

4. Maintenance

5. Design

6. Location

7. Safety system

8. Control system

9. Testing

10. Examination

11. Supervision

12. Management

It’s true that not all boiler houses and plants are the 

same and, because of this, risk assessments should 

always be site-specific. The twelve factors above, 

however, are a key indicator of what elements 

should be involved in a risk assessment. They are 

intrinsically linked; if only one factor is affected, 

safety on site may be compromised.

Take operation and maintenance as an example. 

Post installation, during the lifetime of a boiler, a 

number of changes could be made to the plant 

or its associated infrastructure. These changes, 

whether physical modifications to the boiler itself, or 

a change in monitoring arrangements, can affect the 

way in which the boiler is operated. Changes to a 

boiler’s original design limits can, for example, cause 

increased risk of stress, corrosion or even fatigue of 

key components.  It’s therefore important to ensure 

a record has been kept of how the boiler should be 

correctly operated and maintained, and that this 

documentation is followed at all times. 

Water treatment is another important area for 

consideration. It is vital that measures are put in 

place to reduce the risk of overheating, corrosion, 

and water carryover. So for any plant operator 

looking to maintain water quality in a system where 

water is heated, and where there is a potential 

for scaling, it is best to consult a water treatment 

expert. They will be able to advise on the most 

suitable water treatment regime for the boiler house, 

ranging from a dedicated water treatment system 

such as reverse osmosis through to a pressurised 

deaerator solution.

Routine examination is also key. Regulation 8 of the 

Pressure Systems Safety Regulations (PSSR) 2000 

covers the safe design and use of pressure systems 

and is intended to prevent the hazardous storage of 

pressure. 

A legal requirement of regulation 8 is that a written 

scheme of examination is drawn up for all relevant 

plants. This scheme should highlight the nature and 

frequency of examination for the pressure system, 

as well as build an accurate picture of the system’s 

component parts. 

It’s imperative that this scheme is certified by a 

competent person who will ultimately be responsible 

for making recommendations and key decisions 

to ensure the equipment within the plant is being 

operated safely. This could be anything from 

advising the owner or user on the content of the 

written scheme of examination, to issuing a report 

of examination and notifications of any potentially 

dangerous defects. While the term ‘competent 

person’ is subjective, depending on the setting 

in which it is being used, anyone acting as a 

competent person should have experience of the 

actual systems involved, not to mention sufficient 

practical and theoretical knowledge.

Knowledge is power

In the boiler house, a degree of practical and 

theoretical knowledge is vital to ensuring the 

equipment and processes are operated safely and 

correctly. So it is no surprise that knowledge and 

experience is a recurring theme throughout the 

INDG436 document. 

This is, however, an ongoing process. Technologies 

are constantly developing and the demands on 

systems change over time.  As a result, it’s not 

enough to take on board key operating principles or 

working processes at the start of a job or following 

the introduction of a new piece of equipment, for 

example. This knowledge needs to continually 

evolve over time to ensure it remains current and 

this generally requires regular reviews of expertise 

and competencies. From there, the development of 

an appropriate training programme can follow, with 

the ultimate aim of ensuring the HSE’s competence 

factor is fulfilled at all times.

It would seem the HSE is in agreement with this 

approach. INDG436 highlights training as one of the 

crucial factors governing the safe operation of the 

boiler; it also provides guidance on how to identify a 

quality training provider. It states that training should 

be delivered by qualified equipment specialists, 

who can convey their knowledge in the appropriate 

context. Industrial experience is also key. So when 

choosing a boiler house risk assessment provider, 

it’s important to look for a course designed not 

only by a health and safety expert but also by a 

provider with vast experience in the boiler house 

environment. 

Risk assessments play an essential role in any 

safe working environment and keeping up-to-

date through training will ensure operators have 

confidence in their ability to carry out procedures 

correctly and safely. Successful management of 

risk will not only help to prevent accidents but will 

proceed to enhance overall business performance.

In any workplace, managers have a duty to evaluate the risks associated with that setting and, if there is a boiler installation on 

site, they are legally bound to keep it working correctly and safely at all times. Chris Coleman, Marketing Product Manager 

– Condensate Handling & Customer Training at Spirax Sarco, looks at some of the key requirements of a boiler house risk 

assessment and explains how training plays a vital role.

RISK & REWARD:
A LESSON IN BOILER HOUSE SAFETY

Spirax Sarco’s Introduction to Boiler House 

Risk Assessment is designed to equip 

anyone involved in the safe operation and 

assessment of a boiler house with the 

knowledge required to complete a detailed 

risk assessment. To register for Spirax 

Sarco’s boiler house risk assessment 

training course, or for more information 

please visit: 

http://sxscom.uk/RiskAssessmentCourse. 
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Ideally suited for applications that require high 

head pressures such as viscous and solid-laden 

slurries, the HS430S high pressure aluminum pump 

comes equipped with the revolutionary FIT wetted 

path that minimises the number of fasteners and 

allows for single socket reassembly for faster, easier 

maintenance. The new pump also provides superior 

flow rates, is easy to maintain and increases plant 

profitability beyond any other 1-1/2” (38 mm) high 

pressure aluminum AODD pump on the market.

The HS430S FIT high pressure aluminum pump has 

been designed for superior fluid containment, and is 

a direct replacement for existing 1-1/2” (38 mm) high 

pressure aluminum pumps and does not require any 

repiping for applications. This high pressure pump 

features a “Simplex” design – which means that 

one liquid chamber is used to pump fluid while the 

other is used as a pressure amplification chamber. 

With a 2:1 pressure ratio, this pump generates 17.2 

bar and does not require costly external boosters or 

amplifiers to achieve this discharge pressure.

FIT high pressure aluminum pumps are fitted with 

the extremely energy-efficient Pro-Flo® SHIFT Air 

Distribution System (ADS). This innovative ADS 

provides up to 60% reduction in air consumption 

compared to competitive AODD pump technologies.

AxFlow introduces the Wilden HS430S pump
AxFlow has announced that it has added the latest Wilden 

AODD pump, the aluminium HS430S to its product range.

For further product details, contact:

AxFlow Ltd, Orion Park

Northfield Avenue, London, W13 9SJ

Tel: 020 8832 1872

Achieving flow rates of up to 595 lpm and pressures 

up to 241 bar, the pumps have low NPSH 

requirements, allowing for operation with a vacuum 

condition on the suction - positive suction pressure 

is not necessary. Hydra-Cell Q155 Series pumps 

can operate with a closed or blocked suction line 

and run dry

indefinitely without damage, eliminating downtime 

and repair costs.

The unique diaphragm design is said to handle 

solids up to 800 microns along with the minute 

abrasive particles that cause wear in gear, screw 

or plunger pumps while the compact design and 

double-ended shaft provide a variety of installation 

options.

Having five diaphragms in a single pump head 

guarantees virtually pulseless flow and tests 

have shown that these pumps are able to handle 

shear sensitive liquids better than rotary positive 

displacement pumps.

There are some five pumps in the Hydra-Cell 

Q155 range to ensure your pressure and flow rate 

requirements are covered in the most economical 

way.

High Horsepower Quintuplex Diaphragm 
Pumps Launched

Wanner International has launched a new range of Hydra-Cell. Seal-

less, high horsepower, quintuplex diaphragm pumps that it claims 

eliminates the expense associated with seals and packing, leakage, 

external lubrication, and emissions.

Wanner International.

Tel +44 (0)1252 816847

Email: NHerrington@wannerint.com

www.hydra-cell.eu

The process typically involves pressurising the 

component under test with water to levels that far 

exceed the designed operating parameters.

 

Drawing on its international experience in supplying 

high pressure triplex plunger pumps to companies 

involved in pressure testing and manufacturers 

of systems, Cat Pumps has developed its own 

dedicated hydrostatic pressure test unit (HTU).  The 

HTU is a compact, mobile high pressure system 

that uses the Cat Pumps triplex plunger pumps 

and offers operating pressures of up to 700 bar. 

Flexible and simple to operate Cat Pumps HTU 

removes the need for equipment manufacturers and 

maintenance/repair specialists to design and build 

their own hydrostatic pressure testing systems.

Assembled on a purpose-built mobile frame, the 

HTU incorporates pump, gear motor, water tank, 

four outlet manifolds with varying ports, pressure 

relief, pressure release, and regulating valves along 

with a calibrated pressure gauge. The 50-litre water 

tank feeds both the pump and pressure distribution 

manifold. The provision of four manifold outlets and 

varying ports means that the system can supply the 

item on test as well as any extra pressure monitoring 

devices. The in-built pressure relief valve prevents 

the HTU from achieving pressures in excess of its 

design, whilst the pressure release valve allows the 

pressurised water to be released back into the feed 

tank after a hydrostatic text has been completed.

 

The flexibility of the Cat Pumps HTU is demonstrated 

by its availability with a choice of eight pump models 

and choice of both single and three-phase motors. 

Being a mobile unit allows end-users to transfer it 

to locations where equipment testing needs to be 

carried out, most possibly in-situ for re-qualification 

after servicing or repair.  

Cat Pumps Develops Hydrostatic Pressure Test Unit (HTU)
Hydrostatic pressure testing is a proven method of revealing potential weaknesses 

in pressure vessels, pipes, hoses, umbilicals, valves, mechanical seals, heat 

exchangers, pressure gauges and tanks. 

Cat Pumps (UK) Limited 

1 Fleet Business Park, Sandy Lane, 

Church Crookham, FLEET, Hampshire, 

GU52 8BF

Tel:   01252 622031
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Not only have we invested in new warehouse and 

office facilities we have invested in our workforce.

Over the past year Daniel, Lisa and Gary have joined 

the sales team, they bring a wealth of experience 

and knowledge to NERO which will enrich our sales 

office further. 

Sales manager Thomas Ruston-Shaw said:

At NERO we believe growth and excellence in 

customer service go hand in hand. I am pleased 

to welcome Daniel, Lisa and Gary to our already 

diverse and knowledgeable sales team in an effort to 

continue to provide the best customer experience in 

the industry.

Our sales office is boosted further by the NERO 

website. The site which is fully integrated into the 

NERO sales system will show you current prices, 

availability, alongside data sheets and the latest 

product which continue to be added to our current 

range of over 5,000 items.

Why not visit www.nero.co.uk and see how we 

stand out from other suppliers, both for pricing, 

availability and despatch times, we have one of the 

latest cut off times in the industry.

NERO increases it’s Sales Team
NERO is one of the leading stockist and supplier of stainless 

steel pipes, fittings and valves in the UK and have seen 

significant growth over the past few years.

“Committed to quality and customer service”

NERO Pipeline Connections

Tel: +44 (0)121 665 3900 

Email : info@nero.co.uk

www.nero.co.uk

Brady’s first inkjet printer combines high print speed 

and full colour printing with a durable material range 

for indoor safety signs.

Full colour signs and labels

The new BradyJet J5000 Colour Label Printer 

prints full colour safety and lean signs, logos and 

images in photo-quality. Full colour high resolution 

messages succeed best in attracting people’s 

attention which is incredibly important to warn co-

workers for potential dangers with safety signs and 

pipe markers, or for lean labels that help co-workers 

make efficient decisions on the work floor.

Durable signs

J5000 uses inkjet technology to print on Brady’s 

durable vinyl and polyester sign and label materials. 

Available in sizes ranging from 5.08 to 20.32 cm, 

these selfadhesive materials enable fast printing and 

easy application of durable indoor safety signs, lean 

labels and pipe markers.

Save time

J5000 can print durable, full colour signs and labels 

in one pass at a top speed of 15 cm per second. 

A self adhesive 20.32 cm vinyl or polyester safety 

sign can almost be printed instantly. Designing these 

signs and labels can be done in a few steps with a 

computer and an app from the Brady Workstation 

platform.

Combined with Brady Workstation apps, the J5000 

becomes a great peripheral tool for any company 

that needs to quickly add or renew indoor safety 

signs, lean labels or pipe markers in full colour and 

high resolution.

With the BradyJet J5000 Colour Label Printer, any 

company can quickly add or renew full colour signs.

Watch the video, request a demo, and download the 

product sheet!

Full Colour Safety Signs & Labels In A Few Seconds

The new BradyJet J5000 Colour Label Printer quickly prints safety 

signs, lean labels and pipe markers at location and on demand. 

BRADY U.K.

Wildmere Industrial Estate

Banbury, Oxon OX16 3JU

Tel:  +44 (0) 1295 228 288

Fax: +44 (0) 1295 228 219 

csuk@bradycorp.com

The 2015 show set a new record both for visitor 

attendance and the number of businesses taking 

part. 2016 promises more of the same, with around 

3,000 visitors expected over the two day event, 

which hosts an impressive array of machinery 

manufacturers, tool suppliers, subcontractors 

and vendors catering for almost every possible 

production and maintenance need. The beauty of 

having such a diversity of suppliers gathered under 

one roof is the ease by which it’s possible to address 

multiple sourcing issues in a single visit – something 

that’s very difficult to do at more specialised events.

Thanks to the success of previous years, and of 

course the huge success of its Southern sibling 

event, Northern Manufacturing & Electronics 

has quickly achieved credibility with the big 

manufacturers, resulting in a very respectable roster 

of major machinery and hardware demonstrations. 

Some of the names to look out for include Igus, 

Renishaw, Amada, Trumpf, Variohm Eurosensor, 

Kabelschepp Metool, Haas Automation, Unison, 

XYZ Machine Tools, Bystronic, Faro, Nikon and 

many more. But with the format of the show 

deliberately designed to create an even playing field 

with smaller companies, the show is not dominated 

by a few big brands. Given that more than 80% of 

UK engineering companies are regarded as micro 

or small businesses, this rich diversity gives a real 

reflection of the needs of regional firms it serves. 

Key local industries include Food & Beverage and 

PharmaBio, together with a very strong Aerospace 

and Automotive sector. Supporting them is vast 

supply chain of many hundreds of firms. With 

its central location, very close to the heart of 

Manchester, the Northern Manufacturing show has 

quickly become the key regional meeting place for 

these vital, high-value engineering enterprises

For maintenance professionals, Northern 

Manufacturing & Electronics is the most important 

marketplace in the North for components, both 

electronic and mechanical, consumables and 

industrial hardware such drives & controls,  storage 

& handling, labelling & marking, and industrial 

cleaning systems. Some of the more notable firms 

exhibiting this year include MecWash, SSI Schaeffer, 

Lemo, Scaglia Indeva, Rolla V, Oerlikon Leybold, 

Waldemann Industrial Lighting and Quickgrind. A 

full searchable list of exhibitors can be found on the 

show’s website at www.industrynorth.co.uk

In addition to the thousands of components and 

products on show, Northern Manufacturing & 

Electronics is also a great chance to acquire new 

know-how, thanks to the complimentary technical 

seminar programme that runs over the two days 

of the event. A series of one-hour long workshops 

brought to you by foremost industry specialists 

within their spheres will address a wide variety of 

technical and business topics, for example Lean, 

CE Marking, product development, designing for 

hazardous environments, 3D printing and much 

more. The full programme and pre-registration 

is available on the show’s website at www.

industrynorth.co.uk.

Northern Manufacturing & Electronics 
maintains its lead

The Northern Manufacturing & Electronics Show returns to Manchester’s 

EventCity on September 28th and 29th 2016. Now in its fourth year, the 

show continues to grow in stature as a key event for the region’s engineers. 

Entry to Northern Manufacturing & 

Electronics 2016 is completely free. Event 

City offers 3000 free on-site car parking 

spaces, with easy access by road, rail or air. 

To register online for tickets visit:

www.industrynorth.co.uk. Visitors can follow 

all the latest news from the show on Twitter 

by following @industry_co_uk #northmanf or 

on its blog page at:

 http://blog.industrynorth.co.uk
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David Blackwell joined Belzona in 1987 after 

spending 13 years with Shell in the Merchant Navy 

and rising through the ranks to a Senior Engineering 

Officer. In Belzona, David has occupied various 

positions over the years and now heads the 

company’s Engineering Services Department. We 

had a chance to catch up with David and ask him 

some questions about his long-lasting experience in 

the corrosion mitigation industry and some trends he 

is currently observing in the market. 

Q) As you spent over a decade in the Merchant 

Navy, can you please tell us a little bit about your 

life at sea?

 

A) I joined Shell Tankers fresh out of school as an 

Engineering Cadet. It was just a great life being at 

sea. Until you’ve been out of sight of land for two 

weeks at a time, you just don’t realise how big the 

world is, how much ocean there is out there. 

You also get a chance to observe some spectacular 

sights – like the green flash. When the sky is 

perfectly clear and as the sun sets, all the different 

colours you have in the spectrum of light start to 

disappear over the horizon, and the green one is 

always the last one. Just as it disappears, the whole 

sky goes bright green and back to blue again before 

the darkness falls.

I also vividly remember the stars at night. At 

midnight, after finishing a late shift in the engine 

room, we’d come out, make a cuppa and sit out on 

the deck in the middle of the ocean in pitch black. 

Nobody that lives on land can ever see that amount 

of stars because of the lights from the cities. It is 

just awe inspiring, it really is. And obviously you 

see a lot of the world when you’re travelling, and I 

think the only continent that I haven’t visited now is 

Antarctica. That’s on the bucket list.

Q) How did you come to trade the sea for a life 

on land?

A) I traded my life at sea for an opportunity to 

see my son grow up, so I accepted a voluntary 

redundancy as the Company I was working for were 

reducing their fleet. The idea was then to get any 

odd job to give me time to look for a position on a 

rig supply vessel or a cross channel ferry to carry on 

my marine career. But I applied for a job at Belzona 

and have been here ever since, because I just enjoy 

the job so much. It is very interesting, very varied, 

always busy; it just grabbed my attention and I 

decided to stay and build my career here.

Q) Throughout your career at Belzona, do any 

memorable moments in particular come to 

mind?

A) I was once asked to accompany an Independent 

Consultant down a coal mine to look at a job on 

a coalface on one of the coal conveyor machines. 

As the lift took us to the bottom, I was told that 

the coalface is actually four miles away, so we 

had to hitch a ride on a conveyor belt 1200 feet 

underground. After jumping off the belt, I was 

looking at the potential job and they failed to 

mention that they were just about to knock all the 

props out from behind the coal face. So as I turned 

away, the roof in the middle just collapsed in one big 

slab, creating a noise I will never ever forget. At that 

moment I really thought my end was nigh.

Talking of mining I am often asked to visit diamond 

and platinum mines when I visit South Africa. This 

is not something for the faint-hearted, trust me. The 

security as you can imagine is very strict and you 

are not allowed to take anything into the mine – 

including your belongings or your clothes! You have 

to strip off totally and be searched on the way in 

and again on the way out – not the most dignified of 

sales appointments I can tell you! 

Diamond mine

I also remember my first application offshore, on a 

deaerator in the North Sea, which was also the first 

ever application we did in the Oil and Gas industry. 

The process vessel was 17m (55.8ft) high and 6.5m 

(21.3ft) in diameter and we coated the whole thing 

top to bottom. Up until we lost track when the 

asset owner sold the rig it was still in service after 

12 years. It had a few patch repairs done because 

of mechanical damage, but the coating itself was 

intact. I put that down to the way that we held the 

blasted surface. We wrapped the entire vessel in 

electric blankets, heated the skin up to 25°C (77°F) 

and held it there. Even in the harsh climate above 

the Arctic Circle, we were able to hold the blast to 

ensure a good application. This platform has now 

been decommissioned, but a replica is installed 

in the Aberdeen Maritime Museum, preserving 

Belzona’s offshore legacy, so to speak.

Q) How has the Belzona business changed over 

the years?

A) We are now getting into bigger types of business, 

where the applications are getting larger and more 

complex. And it’s a challenge; particularly in my 

position, to train people to recognise what the issues 

with large applications are. It is a major challenge to 

not only provide the materials, but to also provide 

the service to make sure the applications are done 

correctly. The validated training we offer helps a lot. 

The next stage is to propose a system whereby we 

can provide trained application teams that can help 

Belzona distributors who need them on a global 

basis.

Q) Can you comment on how some of the key 

industries that Belzona is involved in changed 

over the years?

Q.1) Oil and Gas

A) The Oil and Gas industry has certainly changed. 

Previously, we saw a greater demand for just 

product with people employed by the industry 

taking care of specification. I’m finding now 

that a lot of people who are in charge of writing 

coating specifications are relying more on coating 

manufacturers to provide guidance on when to use 

and when not to use their products. I think it’s a big 

change, as they want more service when it comes to 

the practical side of things. 

Obviously Health and Safety has taken off now, 

resulting in a move away from hot work, which gives 

From Seafaring to Belzona Engineering: 
Memories, Amusements and the Next Chapter

Interview with David Blackwell, Belzona Engineering Director

Below - From left to right: David Blackwell, 

Engineering Director; Geoff Binks, Technical 

Service Coordinator; Ron Campbell, 

Managing Director, circa 1988

Above: Murchison platform replica in the 

Aberdeen Maritime Museum
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us a bigger opportunity to develop our solutions 

in all industries especially since our solutions are 

cold and our materials are solvent-free, so from an 

environmental point of view we should be leading the 

change in the mind set of our customers towards 

new technologies and solutions to problems.

Q.2) Marine

A) The Marine industry has changed a huge amount 

as well. When I was at sea, there was probably a 

complement of 30 people aboard. These days the 

crew consists of 10-12, sometimes less, because 

everything is automated. Ships in the 1970-80s 

were being built bigger and bigger, because it was 

more economical to transport large amounts of oil 

slowly, conserving high cost fuel. But now the ships 

are getting smaller and faster, because the engines 

are becoming more economical and efficient. 

Safety also played a big part. The National Maritime 

Organisation, the policeman of the seas, have 

introduced a vast amount of legislation. The paint 

systems have changed, eliminating heavy metals like 

lead or copper. Ship designs have changed as well 

with the introduction of double bottoms and wing 

tanks in an effort to minimise oil spills. 

  

Q.3) Mining

A) The Mining industry has changed quite a lot. 

Health and Safety has modernised the industry, 

minimising the amount of accidents. The 

development of automation and conveying systems 

made the industry very efficient. Machines are now 

taking over from people, yet someone still needs to 

build and fix these machines and hopefully we will be 

on the forefront of that, especially because we can 

do it cold with minimal hazard.

Q) What are some of the emerging industries you 

get involved in?

A) A lot of things are happening in the renewable 

energy sector, with wind and wave power. We 

are working on at least three major projects in 

that sector. There are two major wave generator 

manufacturers, which we are working with to specify 

Belzona to protect their machines and do some 

bonding applications. Another opportunity is the 

wind turbine blade’s leading edge protection. We 

had meetings with the three major wind turbine 

manufacturers in Scandinavia and they have asked 

us to submit several coatings to go into their test 

program because they would like to prevent their 

blades from getting damaged.

Q) And finally, what do you think will happen 

in the next 10 years in the corrosion and 

maintenance sectors?

A) If you look at the cost of corrosion worldwide, 

generally speaking, in any industrial country it 

is about 4% of their GNP. As far as Belzona is 

concerned, we haven’t scratched the surface yet, 

we just stroked it gently. So there is a huge amount 

of potential there. I think we need to develop specific 

niche market products to address the issues that 

industry might have in the future. Health and Safety 

legislation starts to frown upon welding in the 

maintenance sector. Shutting the whole plant down 

for hot work repairs is also not economically viable 

and our kind of industry – repairs that are cold – will 

have the opportunity to advance faster than ever 

before. 

If you look back in history, ships, tanks, bridges and 

everything in general construction used to be riveted 

together. Then we moved from rivets to welding and 

everybody initially distrusted it. Particularly after the 

First World War, when we were building a ship per 

week using welding, as it was quicker to join the 

metal together. But, unfortunately, welding was in its 

infancy and the technology was not there, people 

didn’t fully understand the welding process. So a lot 

of those wartime ships broke in half and sank. As 

a result, people doubted welding, but gradually as 

we learned more about the process, we abandoned 

riveting and now you won’t see many things being 

riveted at all. Industry is now moving away from 

welding to cold bonding. So in certain industries, in 

maintenance, I see cold bonding taking over from 

hot welding. Belzona, in turn, has all the necessary 

tools to make cold bonding a reliable alternative to 

welding – experience, high-performance materials, 

as well as application expertise and support.

Above: Belzona bonding application for riser 

bearings and caissons

Above: Belzona cavitation protection system 

application to a Naval vessel in Japan

Interviewed and written by: Marina Silva

www.belzona.com

Further details are available from: Russell 

King, Sensonics Ltd, Berkhamsted,  

Hertfordshire, UK.

Tel: +44 (0) 1442 876833.

Email: sales@sensonics.co.uk

www.sensonics.co.uk

For more information, go to FLIR’s web site 

at www.FLIR.com.

 Building on their established Senturion proximity 

probe range, the new PRI Series offers a single 

probe assembly solution with direct processed 

outputs.

Proximity probe systems are usually made up of a 

calibrated probe, extension cable and driver. Utilising 

the eddy current principle, this combination forms a 

tuned circuit with the target material and variations 

in probe face to target distance are detected in 

this circuit by the separate driver. The PRI series 

provides this complete functionality in a single probe 

assembly mounted on the machine offering either a 

M12 connector interface for the 5mm range probe 

or an integral cable for the 2mm range option.

A typical application that the PRI range probe is 

ideally suited to is the monitoring of large marine 

diesel engines where the use of separate drivers 

is not a preferred solution due to the high channel 

count and associated expense.  Monitoring of 

piston BDC (bottom dead centre) position during 

engine operational hours is a critical measurement 

to determine wear in crank bearings and permits 

the owner to plan maintenance intervals well in 

advance, essential for marine operations.  The probe 

temperature range is limited to 800C due to the 

integrated electronics and is therefore also suitable 

for most pumps, fans and hydroelectric generator 

vibration monitoring applications.  Removing 

the need for the separate driver and associated 

housing provides a significant cost saving with no 

compromises in measurement accuracy.

The PRI series offers processed outputs of shaft 

vibration and position through a 4 - 20 mA current 

loop and is ideal for OEM applications, connecting 

directly to the local machine PLC or a plant wide 

DCS. Customised outputs are also available on 

request for specific applications.

The probe also provides a raw buffered output of 

the measured signal that can be utilised through 

portable analysis equipment for a more detailed 

picture of the dynamic performance of the machine.

Condition monitoring specialists SENSONICS have introduced a new range of 

proximity sensors with an integrated driver suitable for measuring shaft vibration, 

position and speed on rotating plant. 

FLIR Systems announces a new applications article that describes how 

leading Dutch embedded electronics specialist – 3T is using a FLIR 

thermal imaging camera to detect hot spots of less than 125 x 125 microns 

in size that may indicate a PCB component is likely to fail.

Fully Integrated Proximity Probe

When something goes wrong in a PCB, whether 

it is improper soldering of a circuit or a failing 

component, the PCB will heat up. Therefore, 

thermal imaging offers a very good way to diagnose 

problems in the design phase of a PCB, to test 

it before it is supplied to a customer or in the 

qualification stage.

The traditional alternative to using thermal imaging 

for fault diagnosis in PCB electronics has been 

to use thermocouples. Unlike thermocouple 

measurements that require contact with the PCB 

board, thermal imaging is a non-contact temperature 

measurement technology that does not risk 

disturbing or damaging microelectronic components.

Using a FLIR T420 thermal imaging camera with 

50µm close-up lens, the application article describes 

how 3T is now able to focus upon and routinely 

study the performance of individual microelectronic 

components in their printed circuit boards.  The 

article also describes how using FLIR ResearchIR 

software the 3T engineers have been able to make 

high speed video recordings and perform advanced 

thermal pattern analysis on one-time thermal events. 

Using this software 3T engineers are now able to 

better analyze PCB hot spots and find thermal 

peaks.

The FLIR T420 is an affordable thermal imaging 

camera that combines excellent ergonomics with 

top performance and high image quality. The FLIR 

T420 comes with a tiltable optical unit which makes 

it possible to measure and take images of objects 

at all angles, while still operating in a comfortable 

working position.

Detecting Temperature Differences on PCB Components
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Winn & Coales International are pleased to announce the launch of a 

newly redesigned website for their SeaShield marine protection systems, 

which can now be found at www.seashield.com

For more information please visit 

www.globalshopsolutions.com. 

Global Shop Solutions Makes CRM Data Available from 
Anywhere With Release of New Mobile CRM Product

The new website features a modern, streamlined 
design that showcases the solutions available to 
customers, details for each of the product systems 
available and real world case studies highlighting 
SeaShield’s protective capabilities. A comprehensive 
questionnaire allows enquirers to outline their own 
unique requirements in order to receive tailored advice or make contact with 
more general enquiries, all of which are available in an easily navigable mobile 
optimised format.

SeaShield systems provide protection to structures that are vulnerable to 
corrosion in marine environments. Offering long-term corrosion prevention to 
jetty piles, offshore structures and sheet piles, multiple grades of defense can be 
employed to achieve cost effective protection irrespective of section structure 
design.

Winn & Coales International and SeaShield invite you to take a look at their 
exciting new web site and discover their marine protection systems with over 40 
years proven track record of durability and success.

A New Website for SeaShield 
Marine Protection Systems

Winn & Coales International Ltd , Chapel Road, London SE27 0TR

Tel: 020 8670 7511. Fax: 020 8761 2456

email: mail@denso.net  web: www.denso.net

Mobile CRM gives sales people, customer service 

reps, and company executives who use the ERP 

system complete visibility of customer data from 

their smart phones, tablets and other mobile 

devices. 

“Today’s manufacturers can’t afford to get trapped 

behind their desks in order to access customer 

information from their ERP system,” says Global 

Shop Solutions president Dusty Alexander. “Our 

Mobile CRM product enables our customers to view 

all the system data they’re accustomed to seeing 

in their offices from anywhere they can access the 

Internet.” 

A giant step forward in CRM technology, Mobile 

CRM enables Global Shop Solutions customers 

to remotely view sales orders, quotes, job status, 

contact information and other data required to 

provide fast, responsive customer service. They 

use the application to manage their own activities, 

including creating events with reminders, submitting 

service ticket requests, and other internal tasks. 

To launch Mobile CRM, customers use an icon on 

their mobile devices to log into the product. Once 

signed in, they have complete access to all the 

information in their customer database. Mobile CRM 

is also used to customize and generate charts, 

graphs, tables and other data formats depending on 

the needs of individual users.

 

Mobile CRM also offers several enhancements over 

the existing CRM module, including sales goals 

tracking. With this flexible tool, users can create and 

manage sales goals for individuals, teams, regions, 

or the company as a whole. As quotes and orders 

come in, CRM Mobile also tracks performance in 

terms of forecasted versus actual dollars. 

“At Global Shop Solutions, we listen closely to our 

customers and then develop innovative products 

and services to help them stay ahead of the 

technology curve,” adds Alexander. “Mobile CRM is 

the latest in a long line of new products and product 

enhancements that help our customers compete 

more effectively in today’s highly competitive global 

markets.” 

THE WOODLANDS, TX, August 2016 – Global Shop Solutions, a leading 

developer of enterprise resource planning (ERP) software, announces the release of 

its new Mobile Customer Relationship Management (CRM) product. 

About Global Shop Solutions 

We simplify your manufacturing.TM Since 1976, 

Global Shop Solutions has been the exclusive 

provider of One-System ERPTM Software 

designed to make lean manufacturing a reality in 

countries around the world. The efficiency delivered 

through their ERP software provides real-time 

inventory accuracy, improved on-time delivery, 

lower administrative costs, increased sales and 

improved customer service. Real-time data with 

high-level accuracy empowers business leaders to 

be proactive in their decision making. Global Shop 

Solutions customers enjoy a significant ROI to their 

bottom line. Headquarters in The Woodlands, Texas 

includes a state-of-the-art R&D facility and their 

Global Shop Solutions University training center. 

Through its offices in the U.S., Mexico, Indonesia, 

Singapore, Australia, New Zealand and the United 

Kingdom, it maintains its place of prominence in the 

ERP manufacturing software industry. 
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As intelligent online CMS, the new VIBGUARD 

compact offers premium asset manufacturers of 

drivetrains and machines as well as their operators 

the same performance as its big brother VIBGUARD.

While VIBGUARD features 20 measuring channels, 

VIBGUARD compact offers 6 measuring channels 

for continuous monitoring of fast and highly dynamic 

processes. The system can be easily integrated into 

the process control environment of the customer 

using the bidirectional Modbus interface. With focus 

on rotating equipment, VIBGUARD compact delivers 

continuous and detailed condition overviews of all 

relevant machine components in nearly real time.

The six analogue channels of VIBGUARD compact 

were especially developed for single aggregate 

monitoring and measure data in parallel and 

synchronously for continuous acquisition. All six 

measuring channels are designed as highly dynamic 

analog input channels and can be configured with 

either ICP vibration sensors or voltage input signals 

for process parameters.

In combination with speed and additional asset 

information from the PLC, VIBGUARD compact 

ensures reliable monitoring – even with frequently 

changing operating conditions. It can thus protect 

against unplanned downtimes, secure production, 

and sustainably increase the efficiency of the single 

aggregate.

“The intelligent event recorder of the VIBGUARD 

compact, which captures, saves, and interprets 

large amounts of data makes the advantages 

of Industry 4.0 available to customers in online 

condition monitoring and single aggregate 

diagnostics,” says Michael Stolze, Product 

Management Manager, explaining a major customer 

benefit.

NEW: VIBGUARD compact
PRUFTECHNIK expands its intelligent Online Condition 

Monitoring portfolio with VIBGUARD compact.
Until 31st December 2016, selected models from the Fluke TiS Performance 

Series Infrared Camera range are now more affordable for customers to solve 

problems and avoid expensive downtime.

PRUFTECHNIK LTD

Tel: +(0)1543 417763, email:-

info@pruftechnik.co.uk or

visit www.pruftechnik.co.uk

Information about all Fluke products can 

be obtained via the Fluke web site at 

www.fluke.co.uk

The new HS-AC334 and HS-AC335 cable 

assemblies have been developed for use in 

applications where IP67 sealing is required, or 

where vibration sensors have to be used in extreme 

operating temperatures.

The new cable assemblies are rated for use 

between -80 and +200 degrees Celsius and are 

manufactured from FEB (Fluorinated ethylene 

propylene). This is flexible, robust and provides 

excellent dielectric strength, making it ideal for a 

wide range of industrial and process duties.

The HS-AC334 and 335 can be supplied with 

straight or right-angle two-pin MS connectors, or 

with three-pin connectors for use with dual output 

sensors, and are available in a variety of standard or 

custom built lengths. The new cables are designed 

for use with most of Hansford Sensors’ industrial 

accelerometers, including the AC, 4-20mA and dual 

output vibration and temperature sensors.

New IP67 High Temperature Accelerometer Cables 
From Hansford Sensors

Hansford Sensors, the leading UK manufacturer of high 

performance industrial accelerometers, has launched two 

new cable and connector sets for use with its existing range of 

vibration sensors.

visit www.hansfordsensors.com.

This popular series of rugged thermal imaging 

cameras, with up to 320 x 240 resolution and an 

easy-to-use interface, produce high quality, focused 

images that enable users to produce better analysis 

and presentation of results which can also be shared 

with colleagues off-site wirelessly, via a smartphone 

or tablet, using Fluke Connect® technology.

Companies conducting infrared inspections want 

the high quality images that Fluke’s TiS Series 

offers, to enable better analysis, presentation, and 

professionalism. Poorly focused images make it 

difficult to see details and also impact temperature 

measurement accuracy. With the TiS range’s sharply 

focused image, there is distinct contrast between 

areas of varying thermal energy on the surface being 

inspected. This allows the individual pixels to clearly 

report the intensity of the energy being focused on 

them. 

Fluke patented IR-Fusion® technology on the TiS 

Series cameras combines a visible light and an 

infrared image into one, giving better clarity. More 

detail can be seen by adjusting the level of infrared 

and visible light blending in AutoBlend mode, while 

‘picture-in-picture’ helps to clearly identify the exact 

location by providing the centre part of the display 

in IR and the remainder of the image in visible light. 

Also included is Fluke SmartView® software, which 

provides a suite of advanced tools to view, optimise, 

annotate, and analyse infrared images, and generate 

fully customisable professional reports.

The Fluke Connect system is a 

preventive maintenance software 

platform that wirelessly links 

Fluke test tools to smartphones 

or tablets, and to the cloud 

where measurements can be 

viewed, graphed, shared and 

stored for trending and further 

analysis. Problems can be 

pinpointed faster by pulling in 

other measurement types like 

electrical and vibration into the thermal image. 

Access to historical data and reports are possible 

from the field. Measurement data is automatically 

uploaded to the cloud via the free Fluke Connect 

app.

Fluke Performance Series IR cameras now more 
affordable to solve problems
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It had developed a spreadsheet-based system to 

manage all facets of the work that is carried out by 

its own engineers and by external contractors.

The company was formed as a joint venture 

between two separate organisations, TenneT and 

National Grid Plc. It owns and is responsible for 

operating the high voltage direct current (HVDC) 

interconnector between the Isle of Grain in the UK 

and Maasvlakte in the Netherlands. It provides 

crucial power inter-connectivity between European 

countries.

Prior to implementing RAM’s computerised 

maintenance management software (CMMS), 

BritNed used its spreadsheet system to track 

its work order information. Moving over to 

RAM’s software has allowed BritNed to have all 

maintenance work information systemised on an 

easy-to-use, customisable solution that will provide 

users with a complete history of all maintenance 

information for each asset. RAM hosts the system, 

making access available at all office and site 

locations. 

One of the main objectives of moving over to RAM’s 

CMMS was to transition to a paperless maintenance 

management system. For routine work, BritNed will 

use the mobile app, which will be configured so 

that alerts are sent directly to the relevant operator’s 

tablet. Nigel Wood, Operations Manager at BritNed 

comments, “We will download the work order app 

onto our tablets. The alerts will be particularly handy 

as they will ensure that up to date information 

with regards to the routine work that needs to be 

completed is always available. The app will also 

Real Asset Management helps BritNed’s 
Maintenance Management go paperless

BritNed Development Ltd has selected Real Asset Management’s 

specialist software to assist with the transition towards a paperless 

maintenance management process.

improve communication between the main office, 

sites and operators out in the field, as we will be 

able to instantly update the status of all jobs using 

our tablets.

“We are also looking forward to taking advantage of 

the in-built PPM planner which is calendar driven. 

High availability is crucial at BritNed, therefore, 

we do not envisage there being much reactive 

maintenance. We will predominantly use RAM’s 

system to manage routine jobs and planned outage 

work effectively, as well as for stock control. Having 

the ability to schedule all of these tasks into the 

calendar and to receive alerts when jobs are overdue 

will allow us to plan more effectively. 

“The new CMMS will allow us to collate all 

maintenance information in one place. Having this 

data centralised will provide a far higher level of 

traceability with regards to the company’s asset 

maintenance. The software’s KPIs on the bespoke 

dashboards will offer a huge benefit. We can check 

these graphics extensively, using the available data 

to assist with setting performance targets.”

When discussing why BritNed selected the 

software, Nigel comments, “RAM’s system ticked 

all of the boxes for what we wanted to achieve. 

We were looking for something cost effective with 

comprehensive functionality”. Nigel continues, 

“Our working relationship with RAM has been really 

positive and everybody at BritNed is happy with the 

system.”

For further information, please contact:

Real Asset Management

Tel: +44 (0)1689 892137

www.realassetmgt.co.uk
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Denmaur is one of the UK’s largest independent 

paper merchants, handling over 150,000 tonnes 

of deliveries a year, worth in excess of £100m. It 

supplies printers, publishers, designers and end 

users all over the country, from a network of six 

branches including the main Leicestershire facility.

The company moved into the new warehouse in 

May 2016 and immediately started refurbishing and 

developing it to make it into a state of the art facility 

that perfectly meets its needs. One of the initial 

attractions of the building was that it has 12 loading 

bays, which was ideal because Denmaur has a near-

constant stream of lorries, arriving either to deliver 

stock or to collect orders for delivery to the other 

branches or customers around the Midlands.

Denmaur’s Andy Moore, who is deeply involved in 

the refurbishment, says: “The loading bays all had 

dock shelters on them, but they were way past their 

sell-by date. Some had collision damage, some had 

not been looked after, some were 15 years old.

“Replacing them was a priority, and I wanted to do it 

during the summer as well so that we had the best 

chance of good weather.”

Andy contacted loading bay specialist, sara LBS, so 

areas sales manager, Alan Ryder, visited the site to 

discuss requirements: “I was able to recommend the 

use of our standard retractable dock shelters, and 

together we worked out that the best schedule was 

to break the installation into two halves. We would 

take down six of the old shelters and replace and 

then repeat the process for the other six. This would 

allow us to get the job done quickly and efficiently, 

and Denmaur would remain operational throughout. 

In the end the whole job was completed in four 

days.”

sara LBS can supply, install and maintain the full 

range of loading bay equipment, including shelters, 

scissor lifts, dock levellers, roller shutters, curtains, 

high speed doors and specialist ancillary equipment 

such as lighting, controls and safety equipment. 

It is able to help clients optimise the design and 

fitting out of their loading bays to meet capacity and 

special needs such as weather protection, hygiene 

control and heavy lifting.

sara LBS dock shelters are mounted on the 

outside wall of loading bays and are used to seal 

the gap between the loading bay and vehicle 

body; thus providing weather protection, heat 

retention, a vermin barrier  and  generally creating 

a stable pleasant working environment for load 

and unloading operations. Denmaur chose sara’s 

retractable dock shelters as the best way to meet its 

needs, although rigid and inflatable shelters are also 

available from the company.

The dock shelters are compatible with all loading 

docks from sara LBS. They are based on a 3mm 

thick PVC Derco side and head curtains. These are 

mounted in a main frame, which can be made from 

either galvanised steel or treated timber, while an 

‘aerolastic’ wind guy system ensures the curtains 

remain stable and maintain position throughout their 

deployment. 

Alan explains: “We offer a number of standard 

sizes, plus a bespoke design service. There are also 

a number of special features and optional extras 

such as yellow traffic marker stitching to aid vehicle 

positioning and bottom seal curtains. 

“We also have a range of aesthetic finishes which 

allow us to complement the building and make it 

look smart and efficient. In fact Denmaur has fixed 

an eye-catching company sign right above the 

loading bays, which makes the whole side of the 

building look fantastic.”

Busy Paper Merchant Creating State Of The Art 
Warehouse With 12 New Dock SheltersHart Door Systems’ latest contract for the Energy from Waste 

sector is progressing with the installation of seven purpose 

designed electric roller shutters for tipping bays at a large Energy 

from Waste site in Worcestershire.

Email: sales@saralbs.co.uk

Web: www.saralbs.co.uk

The Hart shutters, designed for safety reasons as 

well as preventing the escape of odours, all measure 

3.8m wide and from 10m to 11m high, each 

weighing approximately 1,000 kgs. 

The shutters are designed for a 10 year life, 

comprise a mixture of specialist powder coatings, 

hot dipped galvanized and stainless steel 

materials, have a special Class 3 corrosion class 

finish and special IP65i high-speed motors with 

insulated motor boxes as well as heaters that are 

thermostatically controlled to prevent moisture build up. 

Likewise the  specialist, IP66 GRP, control panels are designed to prevent 

moisture with the incorporation of heaters and thermostats. Shutter opening 

speeds are within the client’s 60 seconds requirement.

More Ef W work for Hart

Hart Doors Systems Limited    |     (0)191 214 0404

info@hartdoors.com      |       www.hartdoors.com

Denmaur Independent Papers has installed 12 sara LBS retractable dock 

shelters in the loading bays of its new central warehouse near the M1 in 

Leicestershire, as part of a major refurbishment programme.
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BEKO TECHNOLOGIES can now measure 

compressed air to ISO 8573-1 class 1 of the ISO 

standards. This is extremely important for industries 

such as food & beverage, pharmaceutical, medical, 

automotive and many more. 

When dealing with food, hygiene is the main 

requirement to guarantee the quality of finished 

products. During production, the pneumatic 

processes and the transport of substances require 

compressed air of absolute purity. For packaging, 

clean compressed air is indispensable for cleaning, 

for example when using compressed air to 

clean plastic bottles or containers. Our process 

technology provides for the tailor-made treatment 

of compressed air via the discharge of condensate, 

filtration and drying.

The quality of compressed air is as before defined 

by ISO 8573-1 (2010) where levels of particles, 

water content and total remaining oil content i.e. 

liquid, aerosol and vapour are specified. For the user 

there are 2 categories of compressed air usage; 

direct contact and indirect contact. Direct contact is 

where there is direct impingement onto the product, 

ingredients or packaging. Indirect is the situation 

where pneumatic equipment is present and the 

exhausted compressed air from cylinders, actuators 

etc. are present in the production or packaging 

areas

Companies try to overcome considerable 

challenges during production: when the safety of 

products and processes depends on the quality 

of compressed air. It is necessary to guarantee 

treatment at the highest level and to establish air 

quality that is compliant with ISO 8573-1: 2010. 

BEKO TECHNOLOGIES not only produce systems 

for the treatment of compressed air but also offers 

a wide range of measuring instruments that monitor 

and record data; this guarantees visible and certified 

safety of compressed air quality.

BEKO TECHNOLOGIES offer a service that enables 

you to measure all the parameters in real time, 

without having to purchase all the instrumentation 

necessary to measure air quality to the ISO 8573 

standards. All of the measuring instruments used 

during the service are subject to a regular annual 

calibration to guarantee the efficiency and reliability 

of the measurements. 

Measurement of the quality of compressed 

air according to ISO 8573:

Solid particulate – residual humidity – residual oil 

(including vapour)

The high precision of the PC 400 particle counter 

measures at 0.1, 0.5, and 1 micron particle sizes 

and is therefore ideal for monitoring the quality of 

compressed air to class 1  (ISO 8573).

Our Pressure dew point meter shows temperature, 

relative humidity and pressure dew point  capable 

of reading down to -100c pdp which is also well 

below the class 1 for moisture of -70c. Not just for 

compressed air but also for other gases.

For oil, BEKO TECHNOLOGIES have a solution 

which will constantly measure the remaining oil 

vapour content in compressed air and as above 

store data and relay in which manner is preferred. 

The METPOINT The METPOINT® OCV with TÜV 

certification meets the measurement requirements 

for residual oil vapour and hydrocarbons according 

to the ISO 8573.1 standard for classes 1, 2, 3 

and 4. METPOINT® OCV makes the purity of 

your compressed air visible. The METPOINT OCV 

is installed in an increasing number of Food and 

Beverage companies because commonly used 

technologies are only able to measure to Class 2 for 

oil and therefore provide part of the compressed air 

solution. METPOINT OCV will go down to 0.003mg/

m³.

There is a requirement for logging data and setting 

frequency of measurement and again here the 

process or equipment used should define actions or 

the guideline of 2 measurements per year followed. 

Today it is very easy to constantly monitor all the 

key parameters in a compressed air system and 

BEKO TECHNOLOGIES have a device METPOINT 

BDL which will monitor 12 analogue or digital inputs 

which could cover the guidelines. Data is available 

in many formats from connection to BMS to SMS to 

selected phones plus many other options.

Our products can test and validate compressed air 

quality to the highest standards.

FOOD GRADE COMPRESSED AIR
The importance of high quality clean compressed in the manufacture of food’

For further information, please contact us 

on 01527 575778 or email info@beko-

technologies.co.uk

www.beko-technologies.co.uk
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