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Throughout my 22 years in this field, I have seen a trend that overlooks many of the benefits of 

training. Companies that invest in their staff and the future of staff appear to be the organizations that 

grow, increase market presence and offer a more balanced work environment.

Process and control training are critical to ensuring your plant floor is operating correctly and to its 

full potential. However, maintenance training is just as pertinent to warrant a successful production 

line. While instrumentation training and general industrial skills training are among the most popular 

courses opted to be implemented by managers, maintenance training is perhaps just as important 

and should be utilized as supplementary courseware.

No matter what field you’re in, everyone aims to have a business that operates both smoothly and 

successfully. Problems are hoped to be avoided and often industrial training is put into effect to help 

prevent such issues. Unfortunately, though, due to human error, aging equipment and even just the 

way of life, problems are inevitable. Therefore, your best bet is to arm yourself with a workforce of 

problem solvers, people who will continuously look for areas that need to be and improved and act 

on it.

Problems on the plant floor offer the opportunity to improve efficiency as well as performance. When 

your factory staff are eager to inform you about an issue and a possible solution rather than hide 

it or be embarrassed about having noticed it proves your company culture is one that promotes 

continuous improvement. In both the short run and long run, this will prove to be beneficial to you 

bottom line.

Investing in maintenance skills training is not only favorable for organizational output but it will also 

help enhance employee morale. When your staff are properly trained and know how to correctly 

assess situations that may arise on the plant floor, then you know you have developed a well-

rounded team that will ultimately improve operations.

Thank you for taking the time to read our publication and we hope that it can give you some useful 

information in which to aid you in your quest for maintenance best practice.

A WORD FROM THE 
PUBLISHER

Don’t Miss The Train!

Michael Dominguez, Publisher.

Welcome to the July edition of Engineering Maintenance Solutions. In 

this edition we have extra emphasis on the promotion of successful 

maintenance training, solutions, providers and techniques. 

“No matter what field 

you’re in, everyone aims 

to have a business that 

operates both smoothly 

and successfully.”
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Other topics covered by the CPD-certified webinar 

series include ‘Detecting Electrical Energy Loss 

Using Thermal Imaging’ and ‘Power Quality – The 

Good, The Bad and How to Measure’, which 

are also aimed at personnel including Electrical 

Engineers, Plant Maintenance Facility Managers, 

Energy Managers, Electricians and Electrical 

Contractors. The repeated schedule of dates and 

the means to apply can be found at http://www.

flukeacademy.shuttlepod.org/UK-Seminars.

The ‘Energy Saving – A Practical Approach to 

Energy Efficiency’ webinars focus on the various 

approaches to the topic of Energy Saving. They 

show what can be done on-site in order to assess 

energy consumption and find the ‘low hanging 

fruit’ that give immediate reductions in energy 

consumption. They explain the difference, and the 

pros and cons, between the various theoretical and 

practical approaches, not just for Energy Saving but 

also for the sustainability of the facility. During the 

webinar, participants will gain an understanding of 

measurement of energy and how this can improve 

energy consumption in a facility to reduce energy 

costs. The webinars are suitable for personnel with 

entry-level to intermediate knowledge of energy 

measurement. Each 45 minute webinar concludes 

with a 15 minute Q&A session.

Fluke’s FREE ‘Energy Saving’ CPD-accredited webinars

The third of Fluke’s series of free, scheduled, CPD-accredited webinars, running throughout 

2107, is titled ‘Energy Saving – A Practical Approach to Energy Efficiency’ and is suitable 

for Facility Managers, Energy Managers, and Electrical Engineers.

Information about all Fluke products can be 

obtained via the Fluke web site at:

www.fluke.co.uk. 
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The performance and safety of a range of industrial 

ovens is improved with the installation of an ABB 

variable speed drive on the motor controlling the 

ovens’ turntable function.  

Acrivarn’s plant in Leeds produces a range of 

equipment for food manufacturers including rotating 

racking ovens in eight sizes, which are used by food 

manufacturers to supply bakery and confectionery 

items for UK supermarkets. The turntable is built into 

the oven floor and is used to rotate racks around the 

oven during the baking process.  

Previously, the motor controlling the turntable 

was connected direct-on-line (DOL). However, 

the rapid acceleration of the motor each time the 

turntable was revolved made the racks of food 

in the oven jolt, causing liquid products such as 

quiches and custards splash up the side of their 

tin foil containers. This resulted in an unsightly 

finished product that did not meet the supermarkets’ 

exacting standards. The spilled products also 

created a mess inside the ovens which then had to 

be cleaned. 

The solution was provided by ABB authorised value 

provider, Halcyon Drives, which recommended 

installing a 0.55 kW ABB general machinery drive on 

the motor controlling the turntable. The drive’s soft 

start function slows the acceleration of the motor, 

providing a smooth turntable start and eliminating 

the jolt when the racks rotate. End product quality 

was immediately improved with no spillages and 

cleaning time was reduced to a minimum.

The drive’s safe torque-off (STO) function has also 

improved the safety of the ovens, enabling Acrivarn 

to achieve EN ISO13849 accreditation for the range.

To ensure safe operation during loading and 

unloading, the ovens are designed so that the 

turntable cannot be moved when the door is open. 

To rotate the turntable, previously the operator had 

to close the door and press a button located on the 

left-hand side of the oven. Although the button could 

not be reached when the door was open, there was 

a concern that should a small metal flag that makes 

up part of the hinge pin come loose and strike the 

button as it fell, it could cause the turntable to move 

while the oven door was open, putting the operator 

at risk of injury. 

The drive’s STO function means the oven 

automatically powers down whenever the door is 

open and can only be overridden by the operator 

pressing and holding down a ‘hold to run’ button 

located on the oven’s control panel. As soon as the 

button is released the drive immediately powers 

down again. “This ensures the system is much 

safer, and also speeds up the loading and unloading 

process,” explains Lindsay Owen, sales director at 

Acrivarn.

Looking to identify further improvements within 

the ovens Halcyon Drives suggested installing a 

second ABB general machinery drive, to control the 

recirculating fans. When connected DOL, the fans 

operated at a single fixed speed of 50 Hz, which 

was too powerful for delicate foods such as choux 

pastry and meringue. Halcyon Drives suggested that 

slowing the fan, and thereby reducing the power 

of the blast, would enable Acrivarn’s customers to 

increase the range of delicate products that could be 

baked in the ovens. 

A hire drive was temporarily installed to enable 

trials to be carried out. The variable speed control 

enables bakers to select the optimal fan speed for 

each product, or even to select two different fan 

speeds during the same bake program, with a low 

air speed used at the beginning of the bake to “set” 

the product and a higher speed used to give the 

product colour. This has proved so successful that 

the drives are now supplied as standard in the five 

largest ovens in the Acrivarn range (rated at 4 kW 

and 7.5 kW depending on the size of the oven).

The VSDs on the ovens’ recirculating fans also 

reduce energy consumption. When the ovens 

are between baking cycles, they are kept up to 

temperature ready for the next bake. The addition of 

variable speed control means that during these idle 

periods the speed of the recirculating fans can be 

reduced to the minimum setting, saving energy and 

reducing carbon emissions.  

Owen comments: “Drives provide better control for 

our clients and make our ovens more flexible. This 

has increased the number of products that can be 

successfully baked in this type of oven and allowed 

us to attract more customers. The added energy 

saving is the icing on the cake.”

Acrivarn has worked with Halcyon Drives for more 

20 years. “Halcyon Drives manufactures all of our 

control panels, but it also stocks a huge range of 

ABB products, so it’s like having a very big stock 

cupboard. We do keep ABB spares on site but 

Halcyon has a far bigger stock cupboard than us!” 

says Owen. 

ABB (ABBN: SIX Swiss Ex) is a pioneering 

technology leader in electrification products, robotics 

and motion, industrial automation and power grids, 

serving customers in utilities, industry and transport 

& infrastructure globally. Continuing more than a 

125-year history of innovation, ABB today is writing 

the future of industrial digitalization and driving the 

Energy and Fourth Industrial Revolutions. ABB 

operates in more than 100 countries with about 

132,000 employees.

Quality, safety and efficiency on the rise for oven 
manufacturer with ABB drives

Improvement in the operation of its ovens is enabling 

manufacturer Acrivarn to attract new customers.

www.abb.com
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The LS222 perfluoroelastomer product recently launched in the 

DuPont™ Kalrez® range of high performance sealing products 

is available in the UK from Dichtomatik Ltd, an official 

authorised DuPont™ Kalrez® distributor.

Further information is available from:

Dichtomatik Ltd, Donington House, 

Riverside Road, Pride Park, 

Derby  DE24 8HX 

Telephone: 01332 524401

e-mail: kalrez@dichtomatik.co.uk

www.dichtomatik-kalrez.co.uk

This product range has been designed specifically 

for operation in the Life Science markets including 

pharmaceutical and medical packaging together 

with the food and beverage industries.

The excellent dynamic qualities provided by the 

Kalrez® product include operation at elevated 

temperature levels combined with optimal chemical 

resistance to ensure that these sealing products 

can be successfully utilised in a wide range of 

devices including aerosol rings, infusion hangers, 

microvalves, needle covers, plungers and serum 

stoppers etc.

Typical applications that include pharmaceuticals 

production include safety and butterfly valves, 

granulators and both mechanical and sanitary 

seals. Applications associated with food and 

beverage production include stirrers, together with 

homogenising, filling and bottling equipment, as well 

as sterilisation and O-ring seals plus sanitary gaskets 

and custom parts. 

This LS222 (FFKM) range offers both reliability 

and performance, providing best in class FDA – 

compliant seals, having both appropriate elastomeric 

properties and high endurance and sealing level 

capabilities. These products combine performance, 

efficiency and cleanliness, making them an ideal 

replacement in markets where PTFE components 

have previously been the seal material of choice.

The FFKM products feature high thermal and steam 

tolerance up to 327°C, as well as extensive chemical 

resistance qualities to over 1800 different chemicals. 

They ensure long-term performance with minimal 

seal changes and equipment repairs, leading to 

fewer inspection requirements and increased 

production-up times and yields. Kalrez® parts have 

proven to provide superior sealing and longer service 

life when compared to lower performing elastomers, 

resulting in longer, more effective performance 

combined with increased safety and more efficient 

production processes.

The LS222 products represent a major expansion 

to the Kalrez® range to meet demands from 

equipment OEMS who require high volumes 

of specific high quality sealing components 

(ie applications requiring FDA and/or USP VI 

certification). Typically such applications cover more 

than 10,000 parts per order, with packages of 500 

pieces per bag. These requirements are typically for

O-ring and custom parts featuring outer diameters 

up to 2” (50.8mm). However, alternative sizes and 

special shapes can also be manufactured to order.

Manufacturers operating in the critical Life Sciences 

fields can utilise the high volume LS222 product 

range to achieve reductions in their total operating 

costs resulting from the excellent and universal 

chemical and temperature resistance as well as 

extended seal life being achieved. They will be able 

to operate with reduced overall plant sealing costs 

compared to other perfluoroelastomers, enabling 

more efficient sealing together with higher quality 

and cost effective production procedures resulting in 

maximum outputs.

DUPONT™ KALREZ® PORTFOLIO OPTIMISES
LIFE SCIENCES SECTOR PRODUCTION
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The TATA Steel plant at Shotton has eliminated 

stoppages and cut the downtime of its steel 

slitting line by around five days a year following the 

installation of an ABB variable speed drives system.

The ABB multidrive, coordinated through a 

programmable logic controller (PLC), adjusts the 

speed of the uncoiler, slitter, tension unit and 

recoiler. This ensures correct speed and tension 

is maintained across the slitting line. The slitting 

line divides a coiled sheet of metal into smaller 

widths, before recoiling the sheets at the end of the 

production line. 

The previous multidrive solution, from another 

supplier, proved unreliable as spare parts were 

difficult to source and some control boards were 

suffering failures. Repairs were costly due to the 

labour required to diagnose the fault, source the 

spare parts and carry out the repair. 

Alun Davies, engineering manager for Steel 

Processing at Shotton, says: “The line had been 

in operation at Shotton for two and a half years 

after relocation from another plant. In that time, we 

suffered four major failures of the drive system and 

we were losing two to three days production for 

every failure.

“We were concerned that we would have a major 

failure that we could not resolve, making the entire 

line permanently unusable.

The multidrive solution needed to incorporate 

automatic diameter calculation as well as accurate 

tension control at all diameters to ensure a good 

quality coil. Diameter is calculated from the ratio 

between line speed and actual motor speed.

There was also a lack of drive safety functions, such 

as safe torque-off in the previous set up. 

Jonathan Taylor, director of Radway Control 

Systems, the system integrator engaged by Tata 

Steel, says: “The steel company requested that 

the old system should be replaced by modern 

equipment on an open platform, avoiding being tied 

into a single supplier for support and maintenance. 

”We agreed upon an Allen Bradley ControlLogix 

PLC and an ABB multidrive. We were confident ABB 

would supply tendering and applications support 

throughout the lifetime of the project.” 

ABB supplied Radway with a demonstration rig that 

incorporated a variable speed drive and a motor to 

test and verify that the PLC could control the drives 

as expected. Each of the four drives of the ABB 

multidrive controls an element of the slitter – uncoiler, 

slitter, tension unit and recoiler. The first three are 

run under speed control with the last under tension 

control. 

All the drives are run together when processing 

a steel coil, with the maximum line speed being 

300 metres per minute. The PLC is programmed 

to interface with the drives and provide a speed 

reference ramp, as well as tension and diameter set 

points.

Data sent back to the PLC allows the company to 

interrogate the drives the following day in the event 

of a failure. 

To improve the safety function of the application, 

the ABB multidrive solution provides two safety 

features. The safe stop emergency (SSE) ensures 

that in an emergency, all drives perform a controlled 

stop (Category 1 to IEC/EN60204-1), followed by 

a safe torque-off when the machine has stopped. 

This means that the machine stops in the shortest 

possible time, in a controlled manner and is then left 

in a safe condition.

The safe limited speed (SLS) function is used on 

the uncoiler and recoiler drives only. The drive will 

initiate the safe torque-off circuit if the safe speed is 

exceeded. 

“The major benefit of the new solution has been the 

much improved reliability it offers,” says Davies. “We 

have had no major failures since it was installed. The 

PLC offers the flexibility we need in programming, 

allowing us to get useful information such as line 

metering and coil diameters.”

ABB (ABBN: SIX Swiss Ex) is a pioneering 

technology leader in electrification products, robotics 

and motion, industrial automation and power grids, 

serving customers in utilities, industry and transport 

& infrastructure globally. Continuing more than a 

125-year history of innovation, ABB today is writing 

the future of industrial digitalization and driving the 

Energy and Fourth Industrial Revolutions. ABB 

operates in more than 100 countries with about 

132,000 employees.

Steel producer gains extra production days 
with ABB multidrive

An AC multidrive system applied to Tata Steel’s slitting line has eliminated 

stoppages, increased production and cut costs.

www.abb.com
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New FLIR T530 and T540 are Company’s First 180-Degree Range-of-Motion Cameras 

For more information, visit:

www.flir.com/T500Series

FLIR Systems today introduced the T530 and T540 

professional thermal imaging cameras, designed 

for thermographers who operate in a variety of 

environments including power generation, electrical 

distribution, and research laboratories. These 

new cameras offer enhanced ergonomics with 

180-degree rotating optical blocks, laser-assisted 

autofocus, and auto-calibrating lenses that are 

interchangeable with select FLIR camera models. 

FLIR designed the T500-Series to reduce the 

strain of continual thermal inspections by offering a 

180-degree rotating optical block. With the ability 

to rotate the camera further, thermographers can 

image targets overhead, below, or even around 

obstructions from a comfortable position. Featuring 

AutoCalTM optics, the lenses can be shared 

between T500-Series models or with the new line 

of FLIR Exx-Series cameras without the need for 

secondary pairing or factory recalibration. These 

intelligent lenses produce crisp imagery and use 

laser distance measurement data during autofocus 

to achieve high temperature measurement accuracy.

T500-Series cameras provide distinguished thermal 

imaging quality through FLIR Vision ProcessingTM, 

which combines proprietary adaptive filtering with 

the readability of FLIR’s MSX® technology and the 

image enhancement of UltraMax®. With thermal 

resolutions up to 464×348 (161,472 pixels) and 

superior sensitivity and image clarity, thermographers 

can identify subtle temperature differences aided by 

a 4-inch touchscreen display that is four-times the 

resolution of comparable cameras. 

 “The new FLIR T530 and T540 cameras target 

users who demand more from their thermal camera 

and spend extended periods of time inspecting 

equipment for thermal issues.” said Rickard Lindvall, 

Vice President and General Manager of FLIR 

Instruments. “We focused on ergonomics to reduce 

strain, but we also ensured these cameras have 

the sensitivity, clarity, and work-flow improvements 

needed to allow inspectors to find problems and 

generate reports quickly and easily.”

The FLIR T530 and T540 cameras will be available 

for sale in May through established FLIR distribution 

partners.

FLIR LAUNCHES ERGONOMIC PROFESSIONAL 
THERMOGRAPHY CAMERA SERIES  
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JDN takes its corporate and social responsibilities 

extremely seriously, and moving from a standard 

hammer finish to the Hydro Coating will contribute 

to sustainable protection of the environment. In 

fact, the new Hydro Coating features a percentage 

of organic solvents that is less than 3%, which is 

significantly more environmentally-friendly than the 

former hammer finish. In addition, the coating is 

silicone-free, which means no wetting failures, an 

important consideration for automotive or coating 

plants.

Further benefits of the Hydro Coating include 

optimised adhesion, high resistance to corrosion 

and oil, and the potential to be diluted with water 

if required. It offers excellent surface quality, even 

when refitting, and complies fully with the VOC 

(Volatile Organic Compounds) Directive.

JDN’s lifting equipment is designed to be used in 

the world’s toughest operating conditions, a fact 

supported by the company’s mantra of ‘engineered 

for extremes’. In sectors such as mining, offshore, 

energy, chemical and construction, safety is 

the number one priority. From an equipment 

perspective, this means reliability and robust 

manufacture, as the margins for failure are typically 

zero, particularly in long-lift and/or repetitive cycling 

applications. 

In addition, the hoists are rated for use in explosion 

and hazardous dust-laden areas up to ATEX Zone 

2, with even higher classifications available upon 

request. This means that JDN equipment will not 

generate any sparks or electrostatic discharge.

JDN hoists are also required to offer full functionality 

at all times, regardless of the presence of 

contaminants such as dust, dirt, heat, cold or 

seawater. As a result, each component is actually 

manufactured to a level beyond its standard 

specification and rigorously tested to ensure that 

both performance and quality are maximised. In 

turn, this renders the hoists ideal for use in a wide 

variety of industries, from automotive, shipbuilding 

and steelmaking, through to food, glass, leather, 

printing and papermaking.

JDN’s hoists, such as the company’s class-leading 

air-powered Profi range is available with various 

control systems and load capacities from 250kg up 

to an impressive 100T. Alternatively, JDN’s hydraulic 

powered Profi hoists can be deployed, which 

are available from 3T up to 100T in lift capacity. 

Alternatively, the Monorail hoist series is ideal for 

low-headroom as well as heavy-load applications. 

The pneumatic Monorail series covers carrying 

capacities from 10T to 115T, while units from 20T to 

100T are also available with hydraulic drives.

Among the latest developments to the JDN range of 

hoists and cranes is a robust new control concept. 

The company’s JDN-RC (Radio Control) features a 

solid and extremely compact receiver to suit even 

hoists with low-carrying capacity. The receiver can 

be mounted on the hoist or trolley, or at a separate 

location, in line with specific customer requirements. 

It allows users to work at a safe distance from the 

load and take a better viewpoint during operations. 

New Finish For Versatile Hoist Range
Is Environment Optimised

J D Neuhaus ( JDN) is implementing a new Hydro Coating on its 

industry-leading hoist range. The coating not only enhances quality 

and appearance, but is far more environmentally friendly.



11EMS Magazine   |   June/July 2017

News & Products

Since 1994, MMSD has used a widely admired 

system of deep tunnels to store storm water prior 

to treatment, a system that has prevented more 

than 100 billion gallons of pollution from reaching 

Lake Michigan. Pulsar Process Measurement have 

supplied MMSD with a number of Ultra 3 non-

contacting ultrasonic measurement devices, now 

being used to successfully monitor flow rates on 

“approach channels” 70 to 120 feet underground.

Measurement of flow rates within the approach 

channels is crucial to controlling the overall 

system, and MMSD embarked on a programme of 

proactively replacing the aging equipment. Key to 

the competitive RFP (Request For Proposal) official 

process was the need to identify an instrument that 

would be very reliable in the field, deliver a high 

output, and offer intrinsic safety. The flow rates in 

the channels can be very high and could easily rip 

a contacting sensor from the channel, so Pulsar’s 

maintenance-free non-contacting approach offered 

a perfect solution. Pulsar proposed a three-relay 

Ultra 3 wall-mounted controller along with high-

powered dB Series transducers. Twelve units were 

purchased in the first phase, and both the controllers 

and transducers were supplied with integral IS 

barriers. Despite the equipment being stationed 

deep underground, a significant temperature 

gradient meant that Pulsar’s in-built temperature 

compensation features were important. 

Pulsar staff and the experienced local rep, Rick 

Klosner of Berg-Johnson Associates, supported 

MMSD in software setup and configuration of the 

Ultra 3 units, with the central control system being 

used to calculate the flow rate. 

The successful implementation of this first phase has 

led to a further order of a similar number of units. 

On-going operation and maintenance of the process 

lies with MMSD’s principal contractor, who have 

reported that they have had zero issues with Pulsar’s 

equipment and are pleased with its ease-of-use.

Milwaukee Metropolitan Sewerage District (MMSD) serves a population 

of 1.1 million across 28 communities on the shore of Lake Michigan.

Non-Contacting Flow Measurement in Milwaukee 
Deep Tunnel System

For more details visit:

https://www.pulsar-pm.com

Furthermore, the control is ideal for spanning long 

distances between the hoist and the operator, and 

represents a sensible alternative to applications 

demanding a long control hose. The receiver is 

suitable for use in harsh operating environments, 

including ATEX (explosive atmosphere) zone 2/22 

conditions.

A further recent innovation is the introduction of a 

range of C rail and light crane systems for operation 

with the company’s established and successful mini 

air hoist range. Both the C rail/suspension tracks 

and the light crane systems are rated for use in 

explosion and hazardous dust-laden areas up to 

ATEX Zone 2, 22. Featuring high quality standard 

elements, the modular C rail systems/suspension 

tracks make for smooth movement of loads in 

accordance with individual customer requirements. 

Also offering modularity, the light crane systems 

adapt easily to load and operating conditions, 

and are available in four standard profile sizes that 

provide smooth movement of the reinforced crane 

bridge.

Company Information

With over 200 employees across the group, J 

D Neuhaus manufactures pneumatically and 

hydraulically-operated hoists and crane systems 

up to 115 tonne capacity from its state-of-the-art 

facility in Witten, Germany. This globally unique 

specialisation means that J D Neuhaus has set 

the quality standard for the market, a move that 

has seen the company become the established 

global leader in its technology field with 

customers in more than 90 countries worldwide. 

Resilience and reliability are the key product 

differentiators, thanks largely to their explosive 

protection rating which makes them ideal for 

use even in the most challenging of operating 

environments. Extreme applications include 

oil and gas exploration in arctic temperatures 

as low as  45°C, along with underwater tasks 

such as ship hull repairs, and plenty of others 

in demanding sectors like mining, the chemical 

industry, heavy plant construction and many 

areas of logistics. 

The wide portfolio of services provided by J 

D Neuhaus includes equipment assembly, 

inspection, maintenance and general overhaul, 

along with the supply of customer training 

courses. 

Over 80% of production from the Witten plant 

is exported, which is why the company has 

long-established subsidiary companies in 

France, Great Britain, Singapore and the USA, 

all of which have helped create a tight-knit 

global network in collaboration with international 

partners.

J D Neuhaus has history that can be traced back 

to 1745, and is now in its seventh generation 

of family ownership. Visitors to the Hebezeug-

Museum (Hoist Museum) in Witten, are able to 

see for themselves the remarkable history of this 

progressive company.

Further information is available on request to:

J D Neuhaus GmbH & Co. KG, 58449, Witten-

Heven, Germany

Telephone: +49 2302 208-219

e-mail: info@jdngroup.com  

www.jdngroup.com
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With warmer weather just week’s away, spring is the 

ideal time to perform coil cleaning and maintenance. 

Cleaning coils before the summer is smart for 

businesses because it can help ensure that systems 

perform properly throughout the season and without 

consuming excessive amounts of energy.

“Coil cleanings save money through increased 

energy efficiency. With the right products, 

contracting professionals can take care of 

condenser and mini-split coil cleanings fast, saving 

themselves money.” 

When coils are not cleaned regularly, particles build 

up in between, which makes the air handler work 

harder and the heat exchange process less efficient. 

Industry-leaders state that preventative maintenance 

practices, such as regular coil cleanings, are key 

to keep equipment running at their peak efficiency, 

save energy and decrease the likelihood of system 

failures, potentially extending the life of the HVAC 

system.

Dirty coils also negatively impact indoor air quality. 

When dirt, dust and pollen are clogging the coils, 

more of these particles are let out into the home or 

office along with the cooled air. Uncleaned coils also 

promote the growth of bacteria, mould spores and 

other unhealthy organisms that can produce bad 

odors, allergies and generally contaminate the air.

What steps should contractors take to clean 

condenser and air handler coils?

SpeedClean’s coil cleaning checklist will help ensure 

HVAC technicians and contractors have taken all 

the necessary steps to properly clean a building or 

office’s condenser or air handler coils. Some items 

on the list include:

1. Inspect and clean mini split ductless 

systems at least annually. For greater 

efficiency, check mini split systems between 

seasons – once in the autumn and once in the 

spring. Inspections should include checking 

filters, coils and blower wheels for dirt buildup.

2. Avoid cleaning coils using compressed air 

or nitrogen. This blows dirt and debris into 

the air, creating IAQ problems and possibly 

recontaminating the coil and blower wheels 

that were just cleared. It also displaces 

any mold spores, which can create health 

problems and further mould issues if not 

properly managed. 

3. Use pressurized water. This is the best way 

to flush dirt and debris and thoroughly clean 

the coils, using limited chemicals. Consider 

using a portable, battery operated coil cleaning 

system like the CoilJet CJ-125 for cleaning 

coils and blower wheels. 

4. Protect walls and floors during the coil 

cleaning. Condensate lines generally don’t 

do a good job of moving a lot of water. Using 

a bib system, such as the Mini Split Bib® Kit, 

will safely capture excess water and cleaner 

and protect walls, floors and furniture from 

overspray. 

5. Treat coils to prevent the smelly “dirty 

sock syndrome.” Apply an EPA-registered 

mold and mildew inhibitor to protect against 

odor-causing bacteria for months at a time. 

Make sure the chemical is safe to apply while 

the space is occupied, like Mould Control from 

BBJ.

6. Don’t forget about the condenser coils. 

Dirty condenser coils can drive up the ductless 

system’s heating and cooling costs. Make 

sure to clean condenser coils with pressurised 

water every time indoor coils are cleaned. 

SpeedClean carries a variety of coil cleaning 

equipment are simple to use and can be operated 

by one person. The CoilJet® CJ-125 quickly cleans 

coils without damaging sensitive fins and makes 

it easy to clean HVAC coils even in hard to reach 

areas. For mini-split systems, the Mini-Split Bib® Kit 

makes coil cleaning quick and mess-free.

Start the Season on the Right Foot with 
SpeedClean’s Coil Cleaning Checklist

Proper air conditioner maintenance boosts energy efficiency, saves money 

Visit www.speedclean.uk.com for additional 

education and check out the wide array 

of residential and light commercial HVAC 

maintenance tools.
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Danutek, the daughter company of Altus, a leading distributor of capital 

equipment for electronics assembly, is increasing its presence in Europe 

with expansion plans taking place at both the Balkans and Hungary sites.

www.altusgroup.co.uk

Altus is strengthening its Eastern European presence 

with the announcement of a new office located 

in Sofia, Bulgaria. Danutek Balkans Srl General 

Manager, Marian Gavrila said: “We have grown a 

very successful business within the Balkans region 

and have strong relationships with our customers. 

With this in mind, we wanted to concentrate our 

efforts in the Bulgarian area and increase our 

network within the region.

“Many of our customers have recently opened 

facilities in Eastern Europe and, to better serve this 

market, we decided to open an office in Sofia to 

manage business in Bulgaria, and have recently 

appointed a dedicated sales and technical 

support staff.

“As our business develops in this area we will 

expand our provisions to include service, installation, 

commissioning, training and applications support for 

our product range. We also plan to add other key 

brands as we build our profile in the country.”

The opening comes at a time of increasing 

investment in the company’s European expansion 

plans and will leverage its existing relationships 

within the area and help to reach new customers 

within the industry. As well as increased 

development in Eastern Europe, Altus is also 

creating a sales and support business branch in 

Macedonia for Danutek Hungary Kft.

Danutek Hungary Kft, General Manager, Csaba 

Berta said: “Several global manufacturers have 

opened new operations in the country, and all 

expect and demand the levels of after sales support, 

common in the countries where they already have 

manufacturing plants. 

“This is a good opportunity to develop the business 

of some of our key suppliers in this market, and to 

be able to leverage the technical knowledge that our 

support team have gained to benefit our customers 

as they expand into new regions in Europe.”

Danutek Increases its Presence in Eastern Europe
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Fluke Digital Multimeters can be used to safely and 

efficiently identify and troubleshoot a wide range of 

issues, and every tool is backed by the strongest 

warranty available so that purchasers can be 

confident in their investment. Fluke now provides 

a quick, interactive webpage to help purchasers 

choose the right digital multimeter model for their 

specific needs. Information can be found at www.

fluke.co.uk/multimeter 

Until 31st August 2017, purchasers of any Fluke 

Digital Multimeter can use their invoice to request, 

using this webpage, a free Fluke 2AC VoltAlert, 

which offers 90V to 1000V AC voltage detection. 

Safety-rated to CAT IV 1000V, voltage detection is 

indicated by a red glow at the tip of the 2AC, with 

this model also featuring a press-button internal 

battery tester.

Each Fluke Digital Multimeter is built to function 

flawlessly under even the most extreme 

circumstances, including drop, shock and humidity. 

By using the online selection process the purchaser 

will, with two simple clicks, be led to the Fluke Digital 

Multimeter model that best matches their work 

environment and needs. This final page also shows 

some alternative Fluke tools which closely match the 

requirements. The basic features appear below each 

model. A short (less than 2 minute) video clip will 

demonstrate the capabilities of the models that suit 

that work environment. 

Further information can be accessed from the 

webpage, including fuller specifications of each 

model, the full Fluke digital multimeter range and the 

potential purchaser’s nearest distributors.

Fluke provides interactive Digital Multimeter selection tool
Fluke has a long history of making the finest test and 

measurement tools on the market.

Information about all Fluke products can be 

obtained via the Fluke web site at 

www.fluke.co.uk.
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Of course, it’s in everyone’s best interests but for 

those whose job it is to evaluate the suitability of 

hazard-labelled products against process needs 

and company policy, tougher legislation means a lot 

more work.

The quick fix is to select products with minimal 

hazard labelling and this is a field in which Henkel 

continues to invest heavily.  Not only does its 

LOCTITE® brand have the most comprehensive 

choice of hazard label-free products in the form of 

its Health and Safety range, the company is also 

developing new adhesive technologies that are 

extremely safe to use yet have unique application 

benefits too.

The new, LOCTITE® Universal Structural Bonders 

demonstrate how user and environmental safety can 

be achieved without compromising performance. 

These products owe many of their attributes to new, 

patented hybrid technology that   combines the 

qualities of many adhesive technologies to achieve 

bond strength, fast fixture speed and durability.  

The new hybrid adhesives provide improved 

performance on a variety of substrates and the 

versatility to solve many more design, assembly, 

maintenance and repair challenges. Structural 

bonding has become the joining method of choice 

for many companies as it allows different materials 

to be combined.  It also creates uniform stress 

distribution over the bond face which makes a 

significant contribution to the durability and reliability 

of the product or system.

The new LOCTITE® HY 4090 provides a good 

example of what these qualities mean to design 

engineers and its potential to improve assembly 

applications, streamline process steps and bond 

materials in applications with difficult requirements. 

This adhesive provides exceptional bond strength of 

plastic/metal combinations and on rubber materials.  

Fast fixturing reduces assembly time and a robust 

cure is quickly achieved even at low temperatures 

and when there is a relatively large gaps between 

substrates.

For those in maintenance and repair, the new 

LOCTITE® HY 4070 offers distinct advantages.  It 

is ideal for engineers seeking methods to optimise 

efficiency and reduce costs while keeping plant 

running smoothly and safely.  Although suitable for 

the lion’s share of applications where are 60-second 

fixture is required, it is particularly good where 

variable gaps up to 5mm between mixed substrates 

are involved.

A variety of different technologies are available for 

structural bonding –  two-part methyl methacrylate 

adhesives (MMA), epoxies and polyurethanes being 

the most common.  Each has its strengths but none 

have the safety credentials of the new LOCTITE® 

Universal Structural Bonders formulated using hybrid 

technology.  This quality makes them the ideal 

choice for all general-purpose bonding applications 

where health and safety is of paramount concern.

NEW HYBRID ADHESIVES FOR EXCEPTIONAL 
AND SAFE PERFORMANCE

Protecting the workforce and environment through ever-tightening 

health and safety rules has a double edge.

For more information on Henkel’s patented 

hybrid technology go to: 

http://www.loctite.co.uk/limitless
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CEA One Day Awareness Seminar- July, September & November 2017 

Covering: Boiler Water Treatment (BG04), 

Industrial Gas Accreditation Scheme (I-GAS)

and Medium Combustion Plant Directive (MCPD)

For Further information and how to book 

contact the Combustion Engineering 

Association:

Tel: 01740 625538

Email: info@cea.org.uk

Web: www.cea.org.uk

For Further information and how to book 

contact the Combustion Engineering 

Association:

Tel: 01740 625538

Email: info@cea.org.uk

Web: www.cea.org.uk

Thursday 20th July 2017

Chesford Grange Hotel, Kenilworth, Warwick CV8 

2LD

Thursday 28th September 2017

Crewe Hall, Weston Road, Crewe, Cheshire CW1 

6UZ

Tuesday 14th November 2017

Hampshire Court Hotel, Chineham, Basingstoke, 

RG24 8FY

MCPD (Medium Combustion Plant Directive)

One of the single most important directives for many 

years in the combustion industry will be transposed 

into UK law 19th December 2017. If you own or 

operate any combustion plant with a thermal input 

of between 1MW and 50MW you will be affected. 

This means anyone with a boiler generating around 

1.3 ton/hr of steam or more, or using a CHP or 

diesel generator of around 500kVA or more, will 

need to know about this directive. 

The Medium Combustion Plant Directive will place 

strict controls on emissions of NOx, SOx, and 

particulates to atmosphere for all boilers, turbines, 

and engines over 1MW (that’s about 1500 kg/

hr of steam) but the UK implementation is still not 

published!  With only 6 months to go before it 

becomes law, the CEA has the inside track and will 

be including what we know in the 2017 conference 

programme.

DO YOU COMPLY WITH YOUR LEGAL 

OBLIGATIONS? 

Risk Assessments are a legal requirement under the 

Management of Health & Safety at Work Regulations 

1999 (MHSWR) Section 3. 

CEA Technical Risk Assessment Conference & 

Workshop (Two - day event)

The Combustion Engineering Association (CEA) has 

been running a series of conferences to help industry 

understand the changes that have been published in 

the HSE guidance, INDG 436: Safe Management of 

Industrial Steam and Hot Water Boilers.

In October 2011, PM5 was replaced by INDG 436, 

supported by BG01. The CEA have carried out 

a number of conference workshops across the 

country supporting these guidance documents. 

BG01 has become recognised as industrial best 

practice for steam and hot water boilers and 

highlights the legal requirement to carry out a 

“Technical Boilerhouse Risk Assessment” under 

the Management of Health and Safety at Work 

Regulations 1999 (MHSWR) 

Delegates attending previous conferences have 

requested further support from CEA to help them 

understand what is required, who is responsible and 

who needs to take action within the organisation 

to comply with the law. (Non-compliance with HSE 

guidance and the law are attracting substantial fines 

and potentially custodial sentences).

Having responded to this request, CEA and its 

members created the Technical Boilerhouse Risk 

Assessment Conference Workshop to achieve 

compliance with BG01. 

This workshop will explain in detail what is required 

to carry out the Technical Boilerhouse Risk 

Assessment. 

This assessment is not simply focused on slips, trips 

and falls but as the title suggests is a comprehensive 

technical assessment carried out by a small team 

of staff. 

It is essential for owners, operators and managers 

to ensure their staff are aware of the risks and their 

respective responsibilities for the safe operation and 

management of their industrial steam and hot water 

boiler plant. 

Tuesday 18th & Wednesday 19th July 2017

Chesford Grange Hotel, Kenilworth, Warwick CV8 

2LD

Tuesday 26th & Wednesday 27th September 2017

Crewe Hall, Weston Road, Crewe, Cheshire CW1 

6UZ

Wednesday 14th & Thursday 15th November 2017

Hampshire Court Hotel, Chineham, Basingstoke, 

RG24 8FY

 

NB: The Judiciary have been given new sentencing 

guidelines and penalties have increased significantly. 

HSE can prosecute you even if you haven’t had 

an accident? If they knock on your door they have 

more power than the police, they can prosecute you 

and the company if they think you are in breach of 

guidance even if nothing has happened. 

Major new environmental law coming to effect THIS 
DECEMBER – affecting 16000 plant in the UK - 
chances are you’re one of them.
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The sporty, high-performance, RedLion is a range 

with a difference – it represents a breakthrough in 

terms of research and innovation by incorporating 

a revolutionary new sole using Infinergy®, made of 

expanded thermoplastic polyurethane (E-TPU), as 

opposed to the traditional PU. 

This insert springs back into its original shape 

immediately after impact, so helps to maintain 

energy for longer periods than a conventional shoe. 

RedLion therefore reduces stress, pressure, fatigue, 

backache and other musculoskeletal disorders 

thanks to this revolutionary insert, which returns 

more than 55% of energy to the wearer, aiding their 

wellbeing while walking during work activities, and 

which retains an elastic memory at temperatures 

from +40°C to -20°C, and is extremely durable, anti-

abrasive, and chemical-resistant, making it perfect 

for all work conditions. 

The best the industry has to offer, the RedLion 

is lighter, stronger and more comfortable and 

outperforms any other safety footwear on the 

market. Offering 3x improved temperature 

resistance, its materials do not compress over their 

lifetime, so the RedLion never loses its performance, 

and lasts much longer than other footwear.

U-Power’s ergonomically-designed RedLion  is 

therefore ideal to improve the all-day comfort, 

wellbeing and conditions of workers subjected to 

long and repetitive periods of standing, kneeling or 

squatting, or those who walk short or long distances 

or up and down stairs at work, avoiding the very real 

risk of fatigue leading to accidents and injuries.

Soft, flexible, yet stable and impermeable, RedLion 

is not only good looking, but practical in all ways, 

with its aluminium toe cap, polysoft footbed, and 

composite mid-sole. 

Stuart Thorne, U-Power’s Managing Director, said: 

“The RedLion is one of the most exciting innovations 

ever to happen in the safety footwear market and 

is by far and away the best development of the last 

20 years. 

“Ultimately RedLion is about outstanding comfort, 

as its return of energy gives the wearer extra oxygen 

and vastly reduces weariness throughout the day. 

The RedLion range takes comfort and technology to 

another plane, making workplace fatigue a thing of 

the past. You simply can’t get better footwear.”

U-Power’s Revolutionary New RedLion Safety Footwear 
Dramatically Reduces Fatigue and Increases Wellbeing

U-Power’s brand new RedLion range, the latest in the company’s 

collection of original, Italian-designed, work-to-leisure safety 

footwear, has been conceived with the hugely improved health and 

wellbeing of the wearer resolutely in mind and features one of the 

most exciting developments in the industry.

About U-Power

Established in 2006, U-Power is Europe’s 

leading independent manufacturer of 

innovative safety footwear and clothing.  

Its company mission is to make daily 

working life safer, more comfortable, 

and more aesthetically pleasing. Based 

in Italy, with facilities in the UK, France 

and Germany, U-Power makes some 

of the most technologically advanced 

safety footwear and workwear in the 

world, with an array of hi-tech features 

aimed at enhancing wearers’ comfort 

and supporting their safety in unbeatable 

Italian style. U-Power has a huge 

showroom and fully stocked warehouse 

facilities in the UK, offering a 24-hour 

turnaround service to its lifestyle-

conscious customers. With a massive 

choice of styles, U-Power’s combination 

of pure Italian design, all-day comfort, 

innovation, technology, flexibility, and 

top-quality materials ensures that 

U-Power safety footwear and clothing 

cannot be beaten.

More information is available from: 

www.u-power.it 

by emailing info.uk@u-power.it 

or calling +44 (0)1543 417 241
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As a major provider of industrial training MCP offers this overview on the more significant 

amendments to the regulations due to be published on 1st July 2018

www.mcpeurope.com 

Attn John Saysell 0121 5069034

Although a year away it is not too early to review your 

company’s training, procedures, methods and safety 

overview. 

These major additions and amendments are 

likely to be included. 

1) Protection against overvoltage and transient 

overvoltage’s. These means protection of installations 

of overvoltage from within as well as from external 

overvoltage sources could be provided by Surge 

Protection Devices (SPDs).  Overvoltages which 

affect human life, public services and commercial 

and industrial activities are included. In all other cases 

(i.e. domestic) a risk assessment could be required 

to determine whether this protection is required. 

It is suggested that in these circumstances, (for a 

single dwelling) where the total economic value of the 

installation is less than 5 times the value of an SPD, 

this may not need to be used. It will be interesting to 

see how demographic differences in dwelling costs 

Industry Briefing Note from MCP Consulting  The 18th 
Edition Wiring Regulations

can be included within this calculation.

2) Protection against Fire has been around ever since 

electricity has been used within buildings however 

although RCDs may be used to reduce the effect of 

fire, these do not distinguish between series or parallel 

arcing between live conductors. For this reason, the 

BS7671:2018 will include for the installation of arc 

fault detection devices (AFDD) to reduce the risks of 

faults within the fixed installation.

3) Section 753 (Floor and Ceiling heating Systems) will 

be extended to include for embedded electric surface 

heating. This will apply to electric heating systems 

for de-icing and frost protection for both internal as 

well as external conditions. Areas to be included 

are heating systems for walls, floors, ceilings, roofs, 

drainpipes, gutters, pipes, stairs, and roadways, non-

compacted outdoor areas (playgrounds & lawns). As 

walls are more susceptible to potential damage than 

floors, protection will be required to heating systems 

within these areas from penetration of the heating 

elements by (for example) earthed metallic grids.

4) A new section to provide for Energy Efficiency 

will also be included which will address the ever 

increasing need to reduce the energy consumption 

of installations. Draft proposals provide the client with 

the ability to specify the level of energy efficiency to be 

applied to the electrical installation (e.g. transformer & 

power factor correction). These efficiency measures 

can be added together to provide a class of “electrical 

installation efficiency” ranging from EIEC0 to EIEC4 

(dependant on the efficiency of the systems). This 

section will cover vehicle charging points, lighting, 

metering, cable losses, transformer losses, PF 

correction and harmonics. 

MCP Consulting and Training are available to assist 

with reviewing your existing arrangements with a view 

to enhancing your skills development.

High pressure hydraulics tools specialist, Enerpac, announces a webinar 

training programme for engineers regularly using hydraulic tools.

For more information on Enerpac Training 

visit www.enerpac.com.

The webinar series builds on the growth of Enerpac’s 

Training Academies which are now operating in five 

regional centres across the globe.

 

“Operating high-pressure hydraulic tools requires 

sound knowledge of how they work and how they 

should be maintained,” says Eric Joon, head of 

training at Enerpac. “Correct use of these tools 

increases safety and reduces risk – both for the 

operator and for the environment in which the tools 

are used. Having the right training enables the 

operator to use the tools safely and properly.”

 

New Webinar Series

 

Enerpac has begun to roll-out a series of 

introductory webinars on topics such as, What is 

Tensioning? And Safety and Hydraulics. There are 

also specialist webinars on Workholding Air/Oil 

Booster Product Training, Air Driven Hydraulic Power 

Unit and Activator Wand & Booster Training.

 

“The webinars bring a new dimension to our training 

programmes. With the growing number of Academy 

trained engineers in the field, we recognised that 

there was a need for on-going training in more 

advanced techniques that reflect the capability of 

Enerpac hydraulic tools,” notes Eric Joon.

 

Webinars are scheduled monthly and include 

supporting documentation. Details of the latest 

webinars can be found at www.enerpac.com.

 

Enerpac Training Academy

 

Eric Joon established the first Training Academy in 

Ede, The Netherlands, in June 2012, followed by 

Academies in Columbus, Wisconsin (USA), Hosur 

(India), Singapore, and latterly Sydney (Australia). 

Academies feature a designated classroom, product 

demonstration area and workshop equipped with 

dedicated tools for practical training, tool repair and 

service training. Each training course is led by a 

qualified Enerpac trainer and are

highly interactive with a strong hands-on element. At 

the end of the course participants are given a written 

or practical exam.

 

Enerpac Academy courses include: Bolting Intro. 

Training - Explanation of torquing and tensioning 

techniques, Controlled Bolting Training - Bolting 

theory, use of hydraulic torque wrenches and 

pumps, and Industrial Tools Service and Repair 

Training. Tailored training courses are also available.

Enerpac announces Hydraulic Tools Webinar Programme



Raising and maintaining high standards through 

training and education in fluid power is one of the 

key remits of the association and the BFPA has 

been producing courses in both hydraulics and 

pneumatics for over 20 years, in conjunction with a 

national network of BFPA-verified approved training 

partners.

The new BFPA training passport card, which is a 

durable credit card size, includes a photograph for 

personal identification, and lists the cardholder’s 

verified training course details on the back. The new 

training passport cards can be issued retrospectively 

to anyone who has completed a BFPA course within 

the past two years, or a CETOP course.

Benefits of the new BFPA training passport 

scheme include:

• Passport holders will become a member of a 

national scheme administered and verified by 

the  UK’s national trade body for fluid power 

(BFPA)

• The card will provide a simple and instant way 

of confirming your identification on site and 

fluid power training achievements to employers 

and customers

• The training passport will promote and 

demonstrate the individual’s commitment to 

safe working practices and high standards in 

the fluid power industry

• The card will show a personal, up to date 

record of the individual’s training courses and 

serve as a reminder for when courses need to 

be renewed in line with continuing professional 

development guidelines.

Commenting on the new scheme, Martin Kingsbury, 

BFPA Membership and Training Director said: 

“BFPA’s new training passport scheme is the natural 

progression for us at the BFPA and supports our 

aim of constantly raising standards and promoting 

safe working practices in the fluid power industry. 

Many of our member companies have already made 

a commitment to support this scheme and we are 

confident that it will gain momentum over the next 

few years and benefit both the individual employee 

and companies which support the scheme”.

New training passport scheme launched by the British Fluid Power Association

The British Fluid Power Association (BFPA) has launched a new training 

passport scheme for individuals working in the fluid power industry.

For more information on the new scheme or 

how to apply for a BFPA training passport 

please visit the BFPA Training Academy 

website www.bfpatrainingacademy.co.uk 

or contact Martin Kingsbury martin@bfpa.

co.uk or Karen Gordon-Brander on karen@

bfpa.co.uk at the BFPA on 01608 647900.
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Call us now on 01527 575778 or email 

info@beko-technologies.co.uk

To determine the accuracy of the instrument and 

to ensure the readings are consistent with other 

measurements.  Considering the costs arising 

from legal action for damages that might be filed 

against you, the expenses for proper calibration and 

adjustment are minor in comparison. Companies 

who take their responsibility seriously and wish to 

establish long-term business relationships therefore 

need to calibrate their equipment regularly. It could 

also void your warranty if your instrument is not 

calibrated.

Accurate measuring is probably the most effective 

way of averting costly repairs or even claims for 

damages. This applies in particular in the context 

of international standards for quality management 

systems (e.g. ISO 9000 ff., HACCP), and also 

with regard to claims based on product liability 

legislation.  A measurement error is the difference 

between a measured value of quantity and its true 

value. Such errors tend to become more frequent 

the longer a device is in operation. At some time, 

the deviations might be so great that they are no 

longer within the specifications, which means that 

quality is no longer assured.  By calibrating the 

device, the measurement error can be determined 

and documented. If the measurements are outside 

the permissible range, the device needs to be 

adjusted. In this process, the measuring instrument 

is reconfigured so that measurement errors are 

minimised and deviations from the setpoint value are 

within the device specifications.

One-point calibration is sufficient for quality 

assurance under static operating conditions. 

Compressed air systems are however generally run 

under constantly changing, dynamic ambient and 

operating conditions, which cause the quality of the 

compressed air to fluctuate within the measuring 

range and between the system-defined limits (such 

as those of the compressed air quality classes 

according to ISO 8573.1). To accurately capture the 

values across the entire operating range, multiple-

point calibration is therefore simply a must, although 

it is a much more time-consuming and costly task. 

BEKO TECHNOLOGIES takes its slogan “Better 

through Responsibility” seriously and therefore 

has adopted five-point calibration as the standard 

method for its measuring devices and sensors. 

Furthermore, all adjustments that are required 

based on the calibration results are covered by the 

calibration flat charge.

Why Calibration Of Your Instruments Is So Important.
The main reasons for this are to ensure the reliability of the 

instrument, that it can be trusted.
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The Challenge

Huntapac is a major brand in food processing that 

grows, cleans and washes vegetable produce for 

a number of large companies in the UK.  Huntapac 

contacted Glaston as it wanted advice on how 

to reduce its carbon foot print and reduce its 

maintenance and energy costs.

Initially, the engineering team from Glaston reviewed 

Huntapac’s existing compressed air system.  Paul 

Bretherton from Glaston identified an accumulation 

of faults causing major restrictions in the system. 

Paul added “The compressors were an array of 

makes and models and the filtration was drastically 

under sized with incorrectly sized pipe work.  The 

compressor room ambient temperature was 

well above 21ºC as it had three compressors 

running constantly in a confined space. The high 

temperature was causing the compressors to 

become problematic and the refrigeration dryer 

was unable to perform to the manufacturer’s 

specifications.” 

The Solution

Glaston’s solution was to change the compressor 

and replace it with two large variable HPC KAESER 

compressors.  The reason for this was two-fold - in 

case of breakdown and to enable efficient service of 

the machine as the site was running almost 24 hours 

a day.  Another challenge was the actual size of the 

compressor room.   Paul Bretherton added “We 

created a simulation of the room using our computer 

design software.  The solution was to mount the 

receiver, dryer and filtration system on a platform 

above the two CSD compressors. A hot air energy 

recovery duct system was added which heated 

the work shop in winter months and expelled hot 

air in summer months, thus reducing the ambient 

temperature in summer months.” 

The Result

The new highly efficient 55 kW HPC KAESER 

compressor yields a massive reduction in power 

costs.  The ambient temperature of the compressor 

room has vastly reduced and the new condensate 

system removes all waste condensate thus ensuring 

the customer is complying with waste water 

regulations. 

In addition Huntapac was able to claim towards the 

cost of the compressor through the ETL (Energy 

Technology Product List) allowance scheme.

Glaston installs HPC KAESER compressor resulting 
in reduced energy costs for Huntapac Produce Ltd.

For more information on this scheme visit 

us at www.glaston.com



22 EMS Magazine   |   June/July 2017

Compressed Air

Hi-line Industries, an established and reputable UK manufacturer of 

high-quality compressed air purification equipment, has unveiled its latest-

generation Tundra range of refrigeration air dryers.

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

Designed to serve a host of potential users, 

including workshop air and machine air in general 

manufacturing, as well as sectors such as 

packaging, textile, food, beverage, medical, dairy 

and automotive, Tundra 2017 air dryers feature a 

number of important enhancements. These include 

an ultra-high flow heat exchanger with larger ports 

and an ‘ice blue’ digital LED dewpoint display. New 

capacity models are also introduced to the range.

With many manufacturers now actively attacking 

overheads in order to remain competitive, energy 

efficiency was among the principal priorities when 

developing Hi-line’s 2017 Tundra series. Tundra 

dryers help drive energy costs down by minimising 

pressure drop and reducing absorbed power. 

Furthermore, integrated direct expansion technology 

delivers a constant +3°C PDP (pressure dewpoint), 

unlike a chilled mass dryer, which can be as high as 

+10°C during its thermal cycle. As a result, Hi-line’s 

new single-cell aluminium heat exchanger module 

(with larger ports) provides the most efficient transfer 

of heat at the lowest energy cost. 

In the heat exchanger, incoming air is pre-cooled 

and outgoing air is post-heated. This allows a 

reduction in energy consumption of the chiller circuit 

and reduces the possibility of condensate forming 

on the outer surface of the pipe exiting the dryer.

A further innovation of the 2017 Tundra series 

references the energy-saving controller, which now 

features the ‘ice blue’ digital LED dewpoint display 

as standard on all models. This means that when 

the dryer goes on to light duty (reduced airflow), 

refrigerant gas levels are monitored and adjusted 

automatically. The dryer features an integrated 

control feature that will stop the Freon compressor 

and wait for the refrigerant gas pressure to rise 

to a preset value before starting up again, thus 

minimising energy consumption.

The 2017 Tundra series comprises 16 models 

spanning compressed air flows from 21 to 1605 cfm 

(36 to 2720 m3/hr) and operating pressure from 4 

to 16 barg. Maximum inlet air temperature is +60°C, 

with ambient air temperature from 0 to +50°C. Three 

new capacities, 110, 179 and 1400 are introduced 

for the first time, replacing the former 120, 159 and 

1330 models. High pressure (up to 50 barg) and 

thermal mass versions are also available to order.

Dryer selection is based on factors such as 

maximum compressed air flow, lowest operating 

pressure, maximum ambient air temperature and 

maximum air inlet temperature. Hi-line’s applications 

team can help apply a corrected capacity formula to 

ensure the optimum dryer is selected. 

Just like previous-generation Tundra systems, 

reliability is assured through the use of proven, 

high-quality components, such as the flow mixing 

chamber, evaporator and demister. Also featured 

within the refrigerant system are liquid receivers, line 

dryers, thermostatic expansion valves and a series 

of safety devices designed to protect the Freon 

compressor and its components. 

Larger dryers within the new range are available on 

short lead-times, although most of the standard 

range is available ex-stock from Hi-line’s Burton-

on-Trent factory ready for next-day delivery. 

Options include zero loss or HTD (Hi-line Timer 

Drain) condensate removal, while a selection of 

high-performance oil and particulate filters is also 

available.

Ultra-High Flow Heat Exchanger Among Enhancements 
To 2017 Tundra Air Dryer Range
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control signal to determine the blade position is via a 

4-20mA signal supplied directly to the Sipos SEVEN 

HiMod actuator. The Sipos SEVEN actuator family 

offers a range of features, that includes variable 

speed operation and both Profibus and HART 

communications and the soft start operation that 

comes from the opportunity to vary the breakout and 

closing speeds of the actuator stroke means that 

high start-up current can be avoided, with potential 

savings in energy and in power cabling costs.

AUMA UK have worked closely with DTL, and also 

supply both quarter and multi-turn actuators to them 

for applications all over the world. As Philip Layland, 

DTL’s sales manager, put it ‘We have a great working 

relationship with AUMA UK, and we value the fact 

that, as a world-wide business ourselves, we can 

count on world-wide support.’

AUMA and DTL recently held a full-day seminar to 

explore the opportunities that exist between the two 

companies, and to share an in-depth understanding 

of the full range of products and services on offer 

on both sides, including AUMA UK’s ACE (AUMA 

Certified Engineering) programme, through which in-

company technicians can gain the skills to efficiently 

install and commission AUMA actuators.

AUMA Actuators Ltd is part of the global AUMA 

group.

AUMA’s Continuously Modulating Damper 
Actuation for Major Greek Power Station

Nearly two hundred AUMA electric actuators have been supplied 

to Greece’s largest power station, the 1600MW Agios Dimitrios in 

West Macedonia in the north of the country.

Supplied by AUMA UK via leading specialist 

manufacturer Damper Technology Limited (DTL), 

Sipos SEVEN HiMod variable speed actuators 

for continuously modulating duty are controlling 

dampers of various configurations that are being 

installed as part of the refurbishment of four of the 

giant plant’s flue gas heat recovery systems.

Dampers perform a similar function to valves, in that 

they control and direct the flow of gases in ducted 

systems. DTL is a leading international manufacturer, 

with factories in the UK and India and a history 

spanning more than 50 years. For this installation, 

DTL have supplied a diverse mixture of circular and 

rectangular butterfly and multilouvre style dampers, 

all manufactured individually for each application.

The customer’s specification included the 

requirement to continuously modulate the damper 

blades to provide fine control of the gas flows.  

The Sipos SEVEN HiMod meets the EN15714-2 

continuous modulation standard with accuracy 

in positioning of 0.1-0.2% of the total travel so 

demanding applications requiring high positioning 

accuracy can be undertaken. In this application, the 

Auma Actuators Ltd, Generation House, 

Yeo Bank 3, Kenn Road, Clevedon, North 

Somerset, BS21 6TH 

Tel: +44 (0) 1275 871141 

Email: mail@auma.co.uk

www.auma.com
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Originally appointed as Hire Sales Engineer over the 

last ten years he has been involved in many aspects 

of the business including training, service work, sales 

and hire of industrial steam and hot water boilers.

Following completion of an HND in Mechanical 

Engineering at Oxford Polytechnic in 1986 Michael 

moved to Yorkshire to take up his first job with a 

leading manufacturer of towing and trailer equipment. 

As his career progressed a number of jobs followed 

including Export Sales Manager for a manufacturer 

of spring making machinery and gas fired furnaces. 

This job involved extensive travel to many overseas 

markets in Europe, Africa, South America, Asia and 

the Middle East – an experience he described as 

fascinating!  After a brief spell working for a company 

back in his home town of Shaftesbury in Dorset 

Michael relocated back to Yorkshire and in 2006 to 

join Byworth Boiler Hire.

Michael commented: “Working at Byworth Boiler Hire 

is challenging yet at the same time very rewarding. 

The diverse range of customers and applications 

means it is always interesting and I’ve learnt a lot 

about the industry with its myriad of applications for 

steam which continues to change and grow. Being a 

family owned business there is a great team spirit with 

a commitment to developing long term relationships 

with customers, some of whom we have been serving 

for over 30 years.”

He added: “One of our greatest strengths is having 

Byworth Boilers as a sister company who build all 

our boilers and ancillary equipment. This means 

we can offer the most modern fleet of boilers in the 

industry and provide both short and long term hire 

solutions for many industrial sectors. Across the two 

businesses we can provide tailored solutions for hire 

or new plant and often work hand in hand to support 

each other’s activities.”

Away from work Michael is married to Katheryn, they 

have three children and this year celebrate their silver 

wedding anniversary. His hobbies include cycling, 

bridge and horse riding.

Managing Director Peter Baldwin said: “Michael is a 

valued member of the Byworth Boiler Hire team who, 

with his commitment and dedication, has greatly 

contributed to the development of the company over 

the last ten years. His promotion is well deserved.”

Byworth’s extensive fleet of over 100 hire boilers is 

constantly being enlarged, upgraded and maintained 

to ensure continuity and efficiency. The company 

also offers a comprehensive back-up service with an 

experienced team of professional engineers, based 

throughout the UK, able to attend site quickly to 

provide full support.

Byworth Boiler Hire Appoint Sales Director
Michael Rutter, who joined Keighley based Byworth Boiler Hire in 2006, has been 

promoted to Sales Director.

For more information visit:

http://byworth.co.uk/
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“Pump operation accounts for 20% of all energy use in Europe”

You can contact Dura Pump today on: 

01604 648 800, or email:

sales@durapump.co.uk

Once a pump system has been installed, it’s 

tempting to leave it to its own devices. The 

equipment can run just fine for years without much 

observation. But inefficient chiller pumps can be a 

prime cause of waste: burning energy and putting a 

premium on your bills.

“It’s not a commonly known fact, but pump 

operation accounts for 20% of all energy use in 

Europe,” says Bradley Ford, of pump experts Dura 

Pump. “And it’s true that chiller pumps are some 

of the worst culprits for inefficiency. We’ve made it 

something of a mission to make people aware of 

that, and to help companies cut that waste right 

down.”

Dura Pump are offering free site assessments 

to businesses to see how their pumps can run 

more efficiently and use less energy. Their team 

of engineers have also put together a summary of 

common issues that cause wastage with chiller 

pumps:

• Overuse. Chiller pumps running 24/7 are often 

only actually required 50% of the time

• Oversized. Unnecessary margins are 

often added to accommodate ‘worst case 

scenarios’

•  Lack of optimisation. Lack of control and 

synchronisation throughout the chiller system 

can hike up waste

• Poor design. A poorly designed product will be 

inherently uneconomical

• Old. The older a chiller pump, the more likely 

that it will be running inefficiently

• Unsuitable. Many chiller systems are not paired 

with the correct type of pump

• Change. If the building layout or process has 

changed, the original pump may not suit the 

new arrangement.

“When our team run a system analysis, they often 

find that even basic chiller pump control can make 

energy savings of around 40%,” says John Calder 

from Dura Pump. “That’s no small feat. If you think 

your system might be running inefficiently, we always 

recommend you get professional guidance. Dura 

Pump’s experts are happy to give free advice, either 

over the phone or through a site visit.”

Power of 3

In conjunction with their free energy survey 

campaign, Dura Pump have launched their ‘Power 

of 3’ bundle. Companies can boost their new energy 

savings with:

• 3 years’ warranty

• 3 years’ payback time (or less)

• 3 years’ servicing

Are Chiller Pumps Hiking Up Your Energy Bills?
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To help its customers keep processes running 

smoothly, SPX FLOW has released a series of step-

by-step video guides to maintaining its products. 

The latest of these covers disassembly, seal 

replacement and reassembly of its APV Delta RUF 

Check Valve.

 

DELAVAN, WI, USA, June 12, 2017 – SPX 

FLOW offers a vast range of valves to meet wide 

application needs. All are designed to ensure reliable 

operation. As with any mechanical device, routine 

maintenance is required to keep units operating at 

peak performance and to maximize operating life.

 

The APV Delta RUF check valve is used where the 

prevention of backflow of product is critical to the 

production process. The non-return valve offers high 

operational assurance in a compact design and 

is widely used across the brewery, dairy, chemical 

and pharmaceutical industries. Designed for easy 

maintenance, the valve has robust bearings and 

profile seals that eliminate any gaps through which 

product could leak.

 

The new SPX FLOW maintenance video walks the 

viewer through every stage of valve disassembly, 

seal removal and replacement, and reassembly. It 

explains in detail the tools and processes needed 

to ensure correct maintenance without damaging 

the valve. These procedures are vital to ensuring 

continued operational safety and longevity of the 

valve.

 

SPX FLOW is committed to supporting its products 

and solutions throughout their lifetime with a 

comprehensive range of aftermarket support 

and materials. The APV Delta RUF check valve 

maintenance video is the latest in a series of easy 

to follow, online tutorials designed to help reduce 

maintenance overheads and ensure continued 

smooth operation of production lines.

 

The new maintenance tutorial can be found on 

YouTube: https://youtu.be/LR7RpziltqQ

Protecting Valves with Correct Maintenance
To ensure valves continue to operate as they should, they require 

routine maintenance.

For more information about the Delta RUF 

check valve or other SPX FLOW offerings, 

please visit www.spxflow.com
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Both have huge potential for serious injuries if precautions are not taken to 

safeguard individuals working in them.

For more information visit:

https://www.jsp.co.uk

Not least of these potential hazards are dust 

and fumes, both common by-products of these 

industries that can lead to significant harm to the 

worker’s respiratory system. 

Fortunately, much can be done to prevent and 

reduce the likelihood of harm. First, the employer 

should use less hazardous processes if feasible. 

If hazardous processes are unavoidable, the next 

step is to remove the maximum amount of dust 

and fumes from the atmosphere by local exhaust 

ventilation at source. But, although ideally these 

would all be extracted and hazards completely 

eliminated, often this cannot practically be done, 

so the employer has a duty to provide respiratory 

protective equipment (RPE).

The law

Exposure to dust and fumes is covered by the 

Control of Substances Hazardous to Health 

Regulations 2002 (COSHH). http://www.hse.gov.uk/

coshh/

Each type of respiratory product must also conform 

to its own individual standard. These include EN149 

for disposable dust masks; EN140 for reusable half 

masks; and EN143 and 14387 covering filters and 

vapour filters. There is also the standard EN529 for 

selection, use and maintenance of respirators.

Maintenance 

In a workshop there are likely to be cutting, shaping 

or blasting machinery hazards such as angle-

grinders for steel, giving off fine particles of metal 

into the atmosphere; lathes and milling machines 

using oil-based cooling fluids that may give off an 

invisible mist; paints, lubricants, adhesives and 

other chemicals emitting organic vapours and 

volatile organic compounds (VOCs); cleaning and 

metalworking fluids releasing vapours and bacteria; 

and soldering circuitry giving off solder fume.  

Engineering

Engineering carries similar hazards to those found in 

the maintenance industry.

Painting may give off dangerous but invisible organic 

vapours as well as particles, particularly if it is being 

sprayed, which although cannot be seen, can be 

smelt. However, if you get a strong smell, it’s too late 

to put on your respirator. Often in spray painting, 

workers using powered devices lift up their face 

shields to look at their work, so getting no protection 

at all. Selecting the right sort of unit that enables the 

user to see properly whilst still getting respiratory 

protection is essential.

Measures that can be taken

First, the type of hazard a person is being exposed 

to, and how much of it, must be ascertained. 

Dosimeters can be used to assess the hazard 

concentration and determine what assigned 

protection factor is required. 

HSG53 is a helpful HSE guide for the use of RPE, 

giving guidance for particular assigned protection 

factors and on determining the required protection 

factor.  http://www.hse.gov.uk/pUbns/priced/hsg53.

pdf

Engineering And Maintenance Are Two Of 

The Most Hazardous Industries

“Exposure to dust and fumes is covered by 
the Control of Substances Hazardous to 

Health Regulations 2002 (COSHH).”

RPE must be both adequate and suitable for the 

individual wearer, the tasks they are doing, and the 

environment in which they are working. 

RPE should be chosen to ensure it is suitable for 

a particular individual and fits them perfectly. For 

instance, if a worker is using a tight-fitting respirator 

of the EN149 or 140-type, people must be clean 

shaven or their respirator will not protect them. If 

they sport a beard, they should wear powered air 

devices (EN 12941).

Ease of use is another factor to consider. For 

example, an air conditioning maintenance engineer 

cannot climb ladders with a huge bottle of gas on 

his back. So the RPE must not only be suited to the 

hazard, but also suited to the task and the person.

Wearers must know when to use RPE and how long 

it can be worn before they need a break, or it needs 

changing. Sweat can also build up, altering the fit of 

the mask. Wearers need to keep checking to ensure 

a correct fit, both initially and during wear.

It is also vital to be familiar with how it feels when 

masks and filters are exhausted, such as when 

blocked by metal particles from an angle grinder, or 

wood fibres from furniture making. If the filter blocks, 

the person will start to breathe in air around the 

edge of the seal, so leaving them with no protection 

to their airways. 

Finally, people using reusable products such as 

EN140 half masks need to understand how to clean, 

store and inspect them, to ensure they continue to 

work.

If all these measures are taken, maintenance and 

engineering will be as safe as possible for those who 

work in these industries.
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And if the system is classified as Local Exhaust Ventilation (LEV), CoSHH 

(Control of Substances Hazardous to Health) regulations require testing by a 

competent person at least once every 14 months for most LEV systems.

As well as effectively removing oil mist from the air in industrial workshops, 

Telford based Filtermist also provides a comprehensive service for smoke, dust 

and fume removal and is the UK distributor for sister company Absolent AB.

Filtermist’s turnkey offering includes specification, design, equipment supply, 

installation, commissioning and an extensive aftersales service for standalone 

and centralised extraction systems. Dedicated teams of qualified engineers 

provide routine and reactive maintenance, LEV testing and air monitoring 

throughout the UK. 

Northern Area Sales Manager Ryan Yates comments, “Service and LEV Testing 

are two significant growth areas for Filtermist as more and more manufacturers 

are realising the importance not only of fitting an effective extraction system, but 

also of maintaining it.

“We operate dedicated teams of SPA qualified engineers throughout the UK, 

supported by extensive back-office resource, to provide both routine service 

plans and an emergency callout service which is designed to keep production 

downtime to a minimum.”

Filtermist engineers log all details of their visit using digital tablets – risk 

assessments, method statements and completed job records are all stored 

electronically making it easy to access data if required.

Ensuring Peak Performance For All Air 
Filtration And Extraction Equipment

Find out more by visiting:

www.filtermist.co.uk, or call the Service Department on 01952 

209966 to book an appointment with a Filtermist Service or LEV 

Engineer.

As with most other types of machinery, industrial 
air filtration and extraction equipment performs 
best when it is subject to regular preventative 
maintenance.
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For more information about ZOO Fans, visit 

www.zoofans.com or to find out about Elta 

Fans and its full range of high-quality air 

movement solutions, visit:

www.eltafans.com.

With destratification recommended as one of the 

Carbon Trust’s effective energy-saving strategies, the 

ZOO Fan effectively lowers the cost of buildings with 

high ceilings by improving air circulation and thermal 

comfort, while offering a typical payback period of 

just one to three years.

Creating a gentle, concise column of air that 

brings warm air down to floor level, the ZOO Fan 

destratifies the space and reduces the temperature 

differential to as low as 1°C overall. In doing 

so, HVAC systems can be used less often and 

the requirement for ducting is reduced; making 

a favourable impact on energy usage and the 

building’s carbon footprint.

Easy to install around obstructions such as lights 

or overhead cranes, the fan’s enclosed housing 

will avoid creating strobe effects with lighting or 

interference with fire suppression equipment. In 

addition, the directed column of air is ideal for aisles 

or avoiding sensitive areas.  

The ZOO Fan warms-up the floor and helps keep it 

dry, whilst reducing condensation on equipment. By 

eliminating hot and cold spots, ZOO Fans noticeably 

improve comfort, enabling productivity to increase 

as a result.

The ZOO Fan is available in a number of variants 

for open ceiling, drop ceiling and spot cooling 

requirements, with a range of supporting controllers 

capable of further enhancing performance.

Richard Johnston, National Business Development 

Manager at Elta Group Building Services, said: “The 

concept behind the ZOO Fan is that it uses reduced 

levels of energy, resulting in a need for fewer units 

than comparable destratification systems; lowering 

installation and operating costs. By running HVAC 

equipment less, it lasts longer, which in turn reduces 

costs and lowers the environmental impact of 

regular fan replacement.”

New Destratification Solution Lowers The Cost Of High Ceilings

ZOO Fans, in partnership with Elta Fans, has launched a destratification 

solution capable of creating even temperatures from floor-to-ceiling, 

making it easier and more efficient to heat or cool almost any building.

Temperature events rarely occur while technicians 

are around to capture them, complicating the 

troubleshooting of electrical, HVAC, and industrial 

equipment. The new Fluke 64 MAX IR Thermometer 

features Auto Capture, allowing technicians set 

time and intervals to record up to 99 data points 

unattended so it can capture elusive temperature 

events. The thermometer can be mounted on a 

standard tripod using its included tripod mount 

accessory for unattended measurements. 

The lightweight, compact, and rugged Fluke 64 MAX 

also features: 

• Precise laser technology for more accurate 

(up to ±1° C or ±1% of reading whichever is 

greater) and repeatable measurements

• 30 hours of battery life to capture 

measurements over a long period of time

• IP54 rated for extra protection against airborne 

contaminants in harsh, dirty environments

• A flashlight and large, easy-to-read backlit LCD 

display for easy viewing even in dark settings. 

The Fluke 64 MAX displays minimum, maximum, or 

average temperature, or the difference between two 

measurements, and features Hi and Lo alarms for 

rapid display of measurements outside set limits. It is 

designed to survive a three-metre drop and continue 

to operate, making it ideal for industrial and field 

environments.

New Fluke 64 MAX IR Thermometer captures measurements while 

unattended, freeing maintenance teams to focus on other issues

The new, rugged IR thermometer logs up to 99 data points 

eliminating the need to manually record measurements

Information about all Fluke products can be 

obtained via the Fluke web site at:

www.fluke.co.uk. 
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V19.4 supports Creo 2.0 and 3.0 along with Jtk 

8.0.0, and includes general improvements to read 

and write functions.

Theorem’s Visualize 3D products are aimed at 

creating visualization data for users of digital mock-

up, virtual reality or desktop applications. 

This uni-directional product can be licensed with 

our JT to Creo product to create a bi-directional 

translator.

Using JT with additional 3D PMI data as part of a 

Model Based Definition process allows the user to 

reduce the overall design costs associated with the 

creation of conventional 2D drawings.

Sharing Creo data using the neutral ISO standard JT 

format allows organisations to protect the intellectual 

property of their designs while allowing users to 

explore the shape, and more easily understand the 

3D definition. The IP protection can be enhanced 

by restricting the JT representation to be tessellated 

data only.

Enabling Creo users to create high quality JT files 

enables them to share JT data with their customers 

and suppliers, facilitating collaboration.

Creo and JT data can now be further utilised 

in Augmented, Mixed and Virtual Reality using 

Theorem’s Visualization Experiences App for Digital 

Realities.

Theorem’s strategic partnerships with PTC and 

Siemens ensures that there is parallel development 

between the latest releases of Creo and JT, and 

Theorem’s Visualize 3D products, allowing Theorem 

to continue to provide data solutions for Creo users 

wanting to create JT data.

The latest Theorem Visualize 3D Creo-JT 
product for Creo

Theorem Solutions of Tamworth, Staffordshire, UK are pleased to announce the 

latest release of their Visualize 3D Creo-JT product.

The new Elesa GN 653.2 retained screws with knurled grip knob 

provide an elegant solution to problems of mounting/demounting 

brackets, components, instruments etc. for rapid removal without 

the risk of losing the clamping knob in the process.

New Electromagnetic hygienic flow meter released by Badger 

Meter and available at Bell Flow Systems further extend our ability 

to provide an ideal solution for many applications.

For more information visit:

www.theorem.com or contact us on:

marketing@theorem.com 

or +44 (0) 1827 305350.

Further information regarding Elesa products may be found at: 

www.elesa.com or follow them on twitter: www.twitter.com/ElesaUK.

Bell Flow Systems - www.bellflowsystems.co.uk

sales@bellflowsystems.co.uk - 01280 817304

New Elesa Retained Clamping Screws 
For Equipment Assembly

This is a common requirement in Food 

and Medical industries – also for disability 

equipment, sealing and packaging applications, 

where the large easy to use knurled knob is 

beneficial to operators who need not worry 

about losing the clamping screw.

Available in black oxide steel or matt finish stainless, the GN 653.2 series 

clamps two items together by screwing through the component, through a relief 

section and into the threaded body. The underneath of the head then clamps 

onto the face of the component. If the assembly is then unscrewed the knob 

can’t fall out and is retained for re-assembly at a later stage.

The new MS1000 is a fully stainless steel, robust 

electromagnetic flow meter, specially designed to be used 

in the food industry and meet the highest requirements. 

It is available with various process connections and 

installation lengths for food, beverage and pharmaceutical 

applications. It is also resistant to aggressive chemicals 

used in CIP and SIP processes.

The MS1000 benefits from the attributes of all electromagnetic flow meters with 

no mechanical moving parts and the meter bore is free of obstruction producing 

a negligible pressure drop and giving the meter long life with long term high 

accuracy. The high accuracy makes it a great option for dosing or mixing 

applications and with digital and analogue outputs the measurements can be 

transferred to control systems.

The meter also benefits from Modbus RTU RS232 / RS485 communication as 

standard and with optional Ethernet, Hart or MBus interface making it a flexible 

option to integrate into existing systems.

New Hygienic Mag Flow Meter
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Bonus fourth day November 9th including two 

plant tours, two workshops, and two certification 

exams. Condition Monitoring is foundational to a 

sustainable reliability program, topics on Condition 

Monitoring have become rare and practitioners have 

few opportunities to learn from others in the field 

outside their own company. IMVAC is specifically for 

vibration analysts, condition monitoring specialists 

and reliability professionals. We want to share 

the successes of practical examples and inform 

practitioners of the new innovations available to 

manage equipment condition.

We are honored to have Major Brian Shul, Vietnam 

War Veteran as our Keynote address. During the 

Vietnam War Brian flew 212 close air support 

missions as an Air Force fighter pilot.  Brian was 

shot down near the Cambodian border, was unable 

to eject, and forced to crash land his plane into the 

jungle.  Severely burned in the ensuing crash, he 

was given up for dead.  Rescued by Special Forces, 

Brian endured one year in military hospitals where he 

underwent 15 surgical procedures and was told he 

would never fly again.

After much physical therapy, Brian miraculously 

returned to active duty flying.  He flew the A-7D, was 

an instructor in the A-10, and went on to teach at 

the Air Force’s Top Gun School. He culminated his 

Air Force career by flying our nation’s Top-Secret spy 

plane, the SR-71 Blackbird, the fastest aircraft ever 

built.  Brian flew covert missions in the Blackbird for 

four years and was the pilot who provided President 

Reagan with detailed photos of Libyan terrorist 

camps in 1986. During that time, he became the 

only SR-71 pilot in history to fly three missions on 

three consecutive days. He is also the only man to 

fly extensively with both the Navy’s Blue Angels and 

Air Force Thunderbirds. Brian is a Spirit of Freedom 

Award winner, a Paul Harris Fellow, has appeared on 

the History Channel, and in 2011 was inducted into 

the Air Force Legends Hall of Fame.  

Mark your calendar to come and see Major 

Brian Shul’s keynote address at the International 

Machinery Vibration Analysis Conference (IMVAC 

Orlando) powered by Mobius Institute featuring 

Condition Monitoring presentations on Vibration, 

Ultrasound, Motor Testing, Alignment/Balancing, 

Infrared, and Lubrication. IMVAC will be held 

in Orlando, Florida November 6-8, 2017 at the 

beautiful Lake Buena Vista B Resort in Disney World 

Florida. 

As a SPECIAL THANK YOU TO OUR MILITARY 

(active and retired), we would like to offer all Military 

personnel a special discount of 50% off the current 

registration rate.

Mobius Institute hosts honorable Keynote at IMVAC 
Orlando: Major Brian Shul, Vietnam War Veteran

Mobius Institute is hosting the International Machinery Vibration Analysis 

Conference (IMVAC) featuring presentations on Vibration, Ultrasound, 

Motor Testing, Align/Balancing, Infrared, and Lubrication in Orlando, 

Florida November 6-9, 2017 at the B Resort and Spa in Disney World. 

Visit our website: 

www.vibrationconference.com,  

call (+1) 206-842-4000 ext. 3, 

or email Kaitie at:

kaitie.conly@mobiusinstitute.com. 

Hope to see you there!
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Are you building the right Operational 

Improvement Plan?

More information

0121 506 9034 

consultancy@mcpeurope.com

www.mcpeurope.com   

Can you quantify the value of various improvement 

opportunities available? Are you concerned there is 

a big prize being missed? Do you know which is the 

right improvement approach for your plant or factory, 

and the specific issues facing you today?

Understanding Improvement Opportunity

A good plan is one of the key ingredients to a 

successful improvement programme. However, 

before one can begin to build the plan, there are 3 

key elements of understanding required:

 

1. Improvement Opportunity Value – by assessing 

current performance against ‘perfection’ in each 

area. Understand the achievable best-in-class 

benchmarks for the technologies used. Compare 

current to achievable, and identify the 12 month 

and 3 year realisable opportunities for each area or 

type of improvement. Understand the benefit from 

deploying capital equipment fixes v non-capital 

improvement activity. 

 

2. The Type of Losses – by taking the improvement 

opportunities in Pareto (80/20) order according to 

realisable value, work to understand the nature of 

the losses which make up those opportunities.

• Identify the difficulty level of problems that the 

organisation decides to live with rather than 

resolve.

• Identify the split between high impact low 

frequency downtime issues and low impact 

high frequency issues.

• Understand MTTR (Mean time to repair) and 

MTBF. (Mean time between failure)

• Analyse ‘run strategy’, and current changeover 

policy and behaviour.

• This information is key to understand which of 

the many available improvement are the right 

ones in this specific. 

 

3. Organisational maturity toward improvement 

– by understanding the existing business strategy in 

terms of:

• performance, improvement, depth of 

deployment and level of existing alignment; 

• accountability and effectiveness of existing 

measures and systems to prioritise issues; 

• use of the existing toolkit and its effectiveness 

to address these issues; 

• structure of the management process to drive 

improvement; 

• how the organisation assigns time and 

resources to resolve known issues.

 

Next Steps – Create your Improvement Plan

If you are sure you have your improvement 

opportunities valued correctly, that you know the 

improvement tools that will fix your problems, and 

that the organisation doesn’t have any weaknesses 

when it comes to ensuring sustained improvement, 

then it is time to move on and create the 

improvement plan.

But it may be the case that not all the pieces fit into 

the improvement planning jig saw. There is likely 

to be gaps in your knowledge or a lack of skill in a 

particular area to gather and utilise information.  This 

is where outside expertise could help with the criteria 

for a supported LEAN site assessment and plan.

An Industry Briefing Note from MCP
‘Operational Improvement Opportunities’
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BI is the use of software and other tools and 

applications to analyze a company’s raw data. 

BI data analysis helps companies make strategic 

business decisions. A computerized maintenance 

management system (CMMS) can be a critical tool 

for gathering and analyzing this information. In fact, 

Mapcon Technologies, Inc. has incorporated a tool 

within their CMMS specifically for this, called the 

MAPCON Business Intelligence Reporting Tool, or 

MBIRT. It allows clients to create custom reports that 

make it easy to analyze data and make informed 

business decisions.

So, what are a few ways a CMMS can assist with BI 

analysis?

Predictive and Failure Analysis.

Many CMMS programs are able to help determine 

when a machine is most likely to break down, simply 

using historical data. For example, if a machine 

needs a new gasket around every 2,000 hours of 

operation, a preventive maintenance task can be set 

up to change the gasket ahead of time, perhaps at 

every 1,950 hours. Researching this and knowing 

ahead of time when a machine is more likely to fail 

can help decrease equipment downtime, thus saving 

the company money. It can also show if there is a 

time of year when more repairs are needed, which 

can be helpful for planning resources. Additionally, 

Business Intelligence Analysis
Engineers all over the world are concerned about saving their company money. One of the 

main ways they are able to do this is through Business Intelligence (BI) analysis.
an engineer can drill down and analyze the repair 

costs and downtime on a machine to figure out 

if buying a new one is more cost-effective than 

continually repairing the old one, and also ensure 

any parts or tools needed for repairs are available.  

HR Decisions.

Many programs include a few reports that can be 

used to make HR decisions. For example, an open 

work order by crew or shift report can be run. This 

report shows what work a specific crew or shift 

has. If there’s too much work, HR can decide to 

hire another person or change someone’s shift. 

Conversely, it can be used to see redundancies 

within the shift or crew, and a decision to let 

someone go can be made responsibly. The history 

on a piece of equipment can also be analyzed to 

make HR decisions. When reviewing preventive 

maintenance (PM) information on equipment, 

managers can see the type of work done, and which 

employee did the work. They can also see if a PM 

was not completed on time and see which shift, 

crew, or specific employee is responsible. 

Inventory Control.

One of the easiest ways for any company to save 

money, is by knowing what inventory is in stock and 

what needs to be reordered. Maintaining the proper 

inventory can help decrease repair time as well, by 

ensuring all of the necessary parts and tools are in 

stock at all times. An inventory usage report can be 

run to see what parts and equipment was used over 

a specific amount of time, which can then be used 

to determine the minimum that is needed in stock at 

any given time. It can also show what is not being 

used very much and does not need to be reordered 

as frequently, preventing overstocking of parts and 

saving money. 

Understanding and analyzing BI data is a vital part of 

every company’s success. A CMMS is an excellent 

tool that can be used to compile data for analysis, 

thus making important decisions that impact the 

future of the company even easier to make. Many 

CMMS companies (such as Mapcon Technologies, 

Inc) even offer mobile versions of their software, 

which means important reports can be run anytime, 

anywhere. Having this information available at the 

touch of a button can be extremely helpful.

Mapcon Technologies, Inc.

www.mapcon.com
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Both Kaydon Bearings and its longstanding 

distributor in the UK, R. A. Rodriguez, have 

considerable experience in this field and they 

emphasize the importance of acceptance testing (or 

end-of-line verification) as a safeguard.

Catalogue performance values are not actual 

characteristics, but averages with a tolerance 

attached.  Furthermore, performance variation from 

unit to unit is common in bearings.  Acceptance 

testing measures torque, preload, runout, stiffness, 

etc. and confirms whether or not these values are 

inside expected limits.  If not, components can be 

reworked to bring the assembled bearing within 

required specifications.  Should that not be practical, 

other bearing options can be investigated at an early 

stage of the design process.

Relying strictly on catalogue values can be a gamble, 

as demonstrated in the design of a fire control 

system for an army tank.  Designers selected a pair 

of 3.0” I.D. angular contact bearings for the gimbal 

without specifying a friction-torque requirement, and 

the vendor supplied a standard bearing that met the 

lubrication and preload requirements.

Once the system was built and tested, it became 

clear that the bearing’s starting torque exceeded the 

power available to rotate it.  This necessitated costly 

rework and required a redesign of the lubrication 

and preload requirements, delaying the project.  

Acceptance testing could have identified the high 

torque values and triggered a design review before 

this embarrassing discovery.

Incidents like these demonstrate how acceptance 

testing can benefit both the user and supplier.  For 

the user, it adds a dimension of quality control and 

performance reliability (often supported by formal 

documentation).  It also reduces unexpected 

downtime to repair or replace components that 

fail to meet system requirements.  For the supplier, 

acceptance testing can increase product quality, 

document that design requirements have been met, 

and ensure customer satisfaction.

When to test

Generally, acceptance testing should be done when:

• high reliability is demanded of the end product 

(e.g., space-based applications)

• comprehensive documentation is required 

(e.g., military applications)

• the end product is a high-cost item

• failure may result in a life-threatening situation 

(e.g., medical equipment)

• the supplier must provide detailed 

accountability or an audit trail

• repair would be very expensive, difficult or 

impossible (e.g., a satellite)

Thin section bearings, which are often specified for 

weight-critical or space-critical applications, can 

often benefit from acceptance testing.  These small, 

lightweight packages often operate at low power, 

with mechanisms that rotate slowly and may be 

highly loaded.  Their small envelope and low mass 

make them appealing, but since the races and 

rolling elements can weigh as little as 10% what 

similar elements of standard-section bearings weigh, 

it is best to confirm their suitability.

Even applications that seem simple, such as 

low-speed/low-load applications, can benefit from 

acceptance testing.  Such applications can actually 

be quite challenging when stiffness, accuracy and 

low torque become critical… in fact, these are often 

conflicting requirements.  For example, bearings 

are often preloaded to improve stiffness and reduce 

deflection, but preload increases starting and 

running torque.  In low-power applications, that 

torque may be more than the power source can 

provide.

When taking steps to improve one bearing 

characteristic, it is important to weigh any measure 

taken against how it may affect the others.  

Sometimes these steps require rework.  For 

example, should the nominal preload produce too 

much running torque, the manufacturer may need to 

change the ball size, regrind the races or re-hone the 

TRUST BUT VERIFY: 
THE VALUE OF ACCEPTANCE TESTING

For many applications, the values and engineering data in bearing manufacturers’ catalogues 

— typically derived from calculations based on nominal dimensions — provide all the 

information needed for bearing selection.  But in critical applications with a narrow 

performance window, designers need a greater safety margin. 
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ball paths.  Another option is to ‘run in’ the bearing 

at load for some period.  In all scenarios, further 

testing is recommended to verify performance.

Developing a test plan

Acceptance tests can be as simple as a single 

measurement, or may require complex set-ups that 

duplicate severe operating conditions.  The following 

guidelines can be very helpful in developing test 

plans.

1. Clearly define the critical system requirements.  

These typically include bearing preload, 

starting and running torque, stiffness, accuracy, 

lubricant, and available power.

2. Compare these requirements with the 

catalogue (theoretical) values.  Any that 

approach the system limits are candidates for 

an acceptance test.

3. Ask the bearing manufacturer to provide an 

analysis that predicts performance under 

real-world operating conditions. Most 

manufacturers use proprietary software that 

predicts the effects of fit-up, loading (external 

and preload), and various housing and shaft 

materials (at temperature extremes) on bearing 

torque, stiffness, and runout.

4. Add acceptance test requirements to the 

control drawing or require an Acceptance Test 

Plan (ATP) with a formal supporting document.

5. For a simple check, such as starting torque 

with the required lubricant, a line added to the 

control drawing is usually adequate.  For more 

complex test conditions and procedures, it is 

better to have an ATP.

Typically, ATPs are written in a how-to style; they 

include the level of inspection or sampling plan, a 

definition of the bearing operating characteristics, a 

description of required checking procedures, and a 

list of required documents.  Drawings, diagrams and 

graphs are often included to clarify test methods, 

and acceptance/rejection criteria are stated to avoid 

confusion.  Most ATPs also specify the equipment 

and fixtures used, to ensure consistency from one 

test run to another.  A comprehensive ATP typically 

includes the following, but one or two elements may 

be enough for simple plans.

Typical elements of an ATP

• Dimensional conformance - All dimensions 

cross-referenced by part serial number

• Roundness - Measure for unrestrained inner 

and outer races

• Ring runout - Record for inner and outer races

• Load vs. deflection curves - Measure with 

preload applied to assembled inner and outer 

races; assembly to be mounted in both I.D. 

and O.D. fixture

• Lubricant – Verify type and quantity

• Face offset - Axial offset of the inner race 

measured with respect to outer race, with 

bearing mounted and preloaded

• Friction torque - Mount and preload bearing in 

I.D. and O.D. fixtures and measure breakaway 

(starting) and running torque for both rotational 

directions

A comprehensive data package should also contain 

the results of all inspected items, original traces 

from plotters or recorders, and even traceability 

documents and other QC requirements, such as 

metallographic certifications and heat treatment 

records.  

It is best to avoid listing unqualified theoretical 

values on the control or specification drawing, as 

these may be misinterpreted as requirements and 

lead to duplicate testing.  If a non-critical bearing 

characteristic must be listed, it should be labeled 

“For engineering reference only.”

The ATP should also specify whether all bearings 

are to be tested, or just a sampling.  In some cases 

(e.g., satellite or missile guidance systems) 100% 

testing may be the only prudent course.  But in most 

cases, operational requirements can be balanced 

against practical considerations, like bearing 

complexity and lot size.  One approach is to adopt 

an appropriate Acceptable Quality Level, or AQL, 

from MIL-STD-105, a military specification.  An AQL 

specifies the number of bearings to test based on 

the quantity produced, with a stipulation to check all 

bearings in a lot if any discrepancy is found and then 

determine corrective action.

Conclusion

For design engineers working in critical applications, 

acceptance testing is a kind of insurance policy: 

you accept a little extra cost and time up front to 

avoid expensive delays later.  (The time required 

for a simple check like bearing runout is negligible 

if the bearing manufacturer is notified early in the 

design process, and complicated tests can generally 

be completed in a few days.)  Not every design 

needs an ATP, but when the stakes are high, many 

designers have found it to be an investment that 

pays great dividends.

R.A.RODRIGUEZ (UK) LTD.  

TEL: (0)1462 670044

Email: info@raruk.com

web: www.rarodriguez.co.uk
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The idea of waiting for a machine to break before 

fixing it – so-called ‘run to failure’ maintenance – is 

fast disappearing from the manufacturing industry. 

It has largely been replaced by preventative 

maintenance, where machines are serviced at 

regular intervals in order to stave off failure. While 

this is a vast improvement, there are still downsides 

to this approach: perfectly good machines end up 

being serviced for no reason – which can actually 

introduce problems; and, machines are still liable to 

fail between these scheduled overhauls. 

A more sophisticated approach is predictive 

maintenance (or ‘condition-based maintenance’), 

which makes constant assessments of the 

machinery. By predicting imminent failure, it can 

recommend maintenance only when it is needed. 

This has multiple advantages: it catches problems 

before they happen; it only replaces faulty 

components; and it cuts the chance of unplanned 

downtime to almost zero.

A number of analytical techniques lend themselves 

to condition-based maintenance. Analysis of 

machine oil, for instance, can predict if wear has 

begun to affect moving parts; measuring motor 

current identifies problems such as rotor bar 

failure or incorrect motor windings; and infrared 

thermography detects ‘hotspots’ that indicate 

possible defects.

Good vibrations

The most widely used technique in condition-based 

maintenance is vibration analysis. Put very simply, 

this ‘listens’ to the vibration from rotating machinery 

and compares it with a ‘standard’ signature.

A vibration sensor, when attached to a component 

such as a pump or fan, can pick up four main 

problems in rotating machinery: imbalance; 

misalignment (such as in the shaft); looseness; and 

bearings faults.

Bearings in good condition make a ‘purring’ noise; 

when they are in poor condition, they grind and 

squeak – and this can be picked up using vibration 

analysis. Many bearing problems are caused by 

excessive vibration, so analysing this aspect of their 

behaviour can help to pinpoint problems correctly, 

and early. For instance, many types of surface 

damage – such as dented or etched raceways – can 

be traced back to excessive vibration. 

Not only can vibration monitoring pinpoint a 

damaged bearing – allowing it to be replaced – but 

it can indicate the underlying nature of the problem, 

whether it be under-lubrication, improper installation 

or material fatigue.

Every mechanical problem generates a unique 

vibration frequency, so analysing this can help 

identify the root cause. Low frequency vibrations 

are generally caused by structural resonance, 

misalignment or mechanical looseness, while high 

frequencies include those generated by bearing 

defects. So, measuring the amplitude in terms 

of acceleration can give an early indication of 

developing bearing problems.

Each bearing component has a unique defect 

frequency, which enables a specialist to pinpoint 

damage. A number of ‘defect frequencies’ can be 

calculated, such as the ball/roller pass frequency 

– for either inner or outer ring raceway – as well as 

ball/roller spin frequency, and cage (or ‘fundamental 

train’) frequency. Identifying these frequencies helps 

to pinpoint specific damage.

Growing demand

As more maintenance regimes switch from 

preventive to predictive, the use of vibration 

monitoring will continue to increase. A recent report 

from Markets & Markets estimates that global 

demand for vibration monitoring systems will rise by 

around 50%, to reach nearly $1.5 billion by 2020. 

This equates to a compound annual growth rate 

(CAGR) of more than 6.5%.

“Vibration monitoring can detect faults and 

machine deterioration before the occurrence of 

other symptoms like heat, sound, greater electrical 

consumption, and lubricant impurities,” says 

the report. “Therefore, it is an integral part of the 

machine condition monitoring programme and 

remains the most preferred condition monitoring 

tool.”

The relatively low cost of vibration sensors will drive 

this growth, as they can now be fitted to ‘lower 

value’ assets, rather than only high value assets. 

However, this generates much more information – so 

the challenge is to manage this extra data.

While signals can be recorded ‘offline’ – using 

hand-held devices – it is becoming increasingly 

common to gather data automatically (or ‘online’), 

then transfer it to a control centre with real time 

monitoring.

The most sophisticated systems will transmit the 

data wirelessly, so that it can be analysed remotely. 

An example of where this is beginning to happen 

is in offshore applications such as wind turbines: 

vibration sensors are installed on the machinery, 

and the data is collected and transmitted to remote 

service centres – where it is analysed, and can be 

used to pinpoint problems instantly.

However, the greatest benefit to the manufacturing 

sector is that smaller, cheaper sensors bring 

this type of monitoring to lower-value assets – 

while more sophisticated data analysis allows 

maintenance staff to make sense of this extra data, 

and act on it quickly in order to avoid unplanned 

outages.

Making Sense Of Vibrations
Vibration monitoring is a key technique within condition-based monitoring, 

identifying problems quickly and boosting the efficiency of maintenance 

operations, says Phil Burge, Country Communications Manager UK at SKF.

SKF (U.K.) Limited

Tel + 44 (0)1582 490049

www.skf.co.uk
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