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ISME HONORARY SECRETARY’S NOTES

s

The Gold Medal Award to Professor Carl Chinn
proved to be a very entertaining and prestigious
event held at the Molineux Stadium. Over 70
members and guest’s heard Carl give a passionate
and compelling talk about the Industrial Heritage
of Birmingham and the Black Country. He was
delighted to receive the Gold Medal and the
Institute gained useful publicity and provided an
entertaining event for its members. We were very
saddened to learn that Carl’s father, Buck Chinn,
who accompanied him to the event passed away
in April.

Also at the Gold Medal evening the Institute
presented “The Edward West Award” to Honorary
Treasurer, Josie Stevenson. This award is given
for outstanding service to the Institute. Josie
has provided treasury services at no cost to the
Institute, through her company MPPS Ltd., for
several years and is always a major supporter of
all our events and The Oracle.

Entries for this year’s Skills Competition have
already exceeded last year’s and with the generous
support of E.ON hosting the event at their Ratcliff
on Soar facility a top class day is in promise.

The media was dominated for several weeks
by the Election Campaign with the leaders all
seeming to agree that UK Ltd. must increase its
manufacturing base although the ways they plan
to do this weren't at all clear to me. It was good
to hear that 250,000 apprenticeships were to be
created but | was never clear where these young
people were going to get jobs at the end of their
training. By the time you are reading this we will
know the make up of our new government but
I’'m afraid that whoever gets in the lip service
to manufacturing may be forgotten again but |
sincerely hope not. In the meantime, the good
companies will continue to prosper, often in spite
of the politicians and your Institute will continue to
be a valuable source of information and contacts
to its members.

As a demonstration of our commitment to the
future of our Industry, your Council took a decision

to arrange for an ISME Pavilion at the forthcoming
SUBCON SHOW at the NEC. An invitation to take
part was extended to all Corporate Members and
as you will see later in this issue of The Oracle five
Pressworking Members have taken up the offer.

For the Institute this represents something of a
change of direction in providing a commercial
opportunity for Corporate Members alongside
the Institute’s technical information booth.
Additionally Subcon will give us a chance to
reach those in the Industry who can benefit from
membership of the Institute.

Bill Pinfold
ISME Hon Sec
May 2010

“Why not visit the Members Only area of the ISME
Web Site via the log in page? You can post news,
open discussions or ask for assistance. Oracle is
also available to read in Pdf format. If you have
forgotten your User Name and Password email
ismesec@gmail.com.”
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Davis
(Decade)
Ltd

Manufacturer of load
measurement equipment
for machine tool and press
protection, assembly load
monitors, part detection,
component counting,
weighing and custom
design controls.

CONTACT
lan Kimberley

Tel: 0121 377 6292
Fax: 0121 377 6645

T.M.A.

ENGINEERING LTD.

Incorporating Taylor & Challen and CVA High Speed Dieing Presses

Power Presses

e Serving the power press industry
since 1973.

e Service, spares, repairs, overhauls,
maintenance.

e Spare parts ‘ex stock’ for most popular
makes of press.

e Team of mechanical & electrical
engineers for ‘on site’ work.

e Fully qualified & trained to carry out
HSG236 inspections in line with
HSE guidance & recognised by your
insurance company.

e Guards - fixed, rising screen, hinged,
light guards.

e Electrical control panels, lubrication
systems, pneumatics.

e Complete press overhauls, clutch
conversions, new electrics.

e Second hand presses, servo feeds,
decoilers, straighteners.

e NEW presses & coil feed equipment.

Locomotives

¢ Railway Maintenance Support &
specialist part manufacture, safety
equipment, jigs & fixtures.

e Years of experience with full size &
narrow gauge steam & diesel locomotives
offering servicing, spares, overhauls &
restoration work.

e New narrow gauge steam & diesel
locomotives.

e Carriages, bogies, tenders.

Machining
¢ One offs & small batch to drawing
or sample.
e Large capacity machine & fitting shop.
e Turning, milling, boring, slotting, drilling
and welding.
e Fabrication work in steel & aluminium -
MIG, TIG & ARC.
e BS EN ISO 9001:2000 Quality
Management System

oM
=
150 9001
\saogen REGISTERED FIRM

95-111 Tyburn Rd Erdington Birmingham B24 8NQ
www.TMAeng.co.uk — sales@TMAeng.co.uk
t. 0121 328 1908 — . 0121 322 2017




TOOLING BY DESIGN
BY PETER ULINTZ

HIGH-STRENGTH ENERGY CRISIS

Last month a reader submitted a question
regarding press tonnage calculations. The reader
had commented, “On several occasions we had to
move our dies to a larger press because the press
we selected did not have enough power. In fact, the
press slowed down noticeably during production.
When we moved the die to a larger tonnage press
the problem went away. “His concern was that
his engineers were using incorrect formulas when

calculating the required press forces.

As it turned out, the force calculations that were used
had some flaws; primarily, not including the force
required to counteract the draw pad forces. Nor was
the reduction in available working force (de-rated
tonnage) considered as the distance above bottom
of the press stroke increased. Still, the inaccurate
calculations were close enough to get the job
assigned to a press with adequate tonnage capacity.
Why, then, does the company continue to have
problems (i.e., slowing down of the press) running
this particular job? And, why does the problem go
away when the die is moved to a press with greater
tonnage capacity?

Simply stated, this company has an energy shortage.
If they plan to deep draw similar parts from higher
strength materials or some of the new advanced
high-strength steels (AHSS), they will find themselves
in the midst of a full blown energy crisis.

The tonnage rating of a press is the maximum load
that can be exerted in continuous operation without
causing damage to the machine structure or its drive
system. The energy rating of a press deals with the
product of the applied press load and the distance

through which the load must be applied. Since energy
is expended with each stroke of the press—and this
energy must come from somewhere—attention
should be focused on the main drive motor and
the flywheel.

The main motor is the only source of energy for
the stamping press. The motor must have sufficient
horsepower to supply the demands of the entire
stamping operation. The press flywheel, by virtue
of its mass and rotational speed, serves as the
energy storage device. The energy in the flywheel
is expressed as in.-tons of torque. In combination,
the flywheel stores and delivers the required work
energy while the electrical motor restores depleted
energy by maintaining flywheel speed and avoiding
excessive slowdown.

Deep-drawing operations consume large amounts
of press energy due to their long working distances,
sometimes beginning several inches above the
bottom of the press stroke. For example, pushing 50
tons through 1 in. of deep drawing would require 50
in.-tons of energy while a 3-in. deep draw requires
150 in.-tons of energy.

The table describes four mechanical presses,
specifying tonnage and energy capacity. Referring
back to the previous example, every machine listed
in the table has an adequate tonnage rating to
carry out the 3-in. deep draw (50 tons is required).
However, only one of the presses has enough energy
(150-in. tons is required). This company literally has
an energy shortage. Only one of the four machines
actually has enough energy to run the job.

Tonnage Drive System Strokes/min. In.-tons*
110-ton Non-Geared (Flywheel) 80 50
110-ton Single-Geared 40 130
150-ton Non-Geared (Flywheel) 80 70
300-ton Non-Geared (Flywheel) 60 300

*Check with your press manufacturer for specific values



Unfortunately, most stamping
companies don't consider energy
requirements in their press-selection
process, even though the data is readily
available from the manufacturer’s
technical  specifications.  Omitting
the energy data column (in.-tons) 300 in-tons
from the table would surely lead to
the improper selection of a stamping
press. Most stamping companies
would not select a 300-ton press to

run a stamping process requiring only 200 in-tons
50 tons of force when three other
lower cost (lower-tonnage) machines
also are available. .
100 in-tons

What happens when the customer
changes the part material to a higher
strength steel grade? Let's assume
that the material change will require
80 tons of force working through
the same 3-in. distance. This would

require a machine with 240 in.-tons

Press Energy Capacity

20 40 60 80
Strokes-per-minute (SPM)

of energy. Again, all four machines
are within the rated force capacity, but only one has
enough energy.

Or does it?

Stamping high-strength steels requires higher blank
holding forces and punch forces that result in
increased frictional forces and interface temperatures.
When interface temperatures reach a critical point,
lubrication breakdown and other forming- and die-
related problems can arise. During a production run,
it would not be uncommon to reduce the press speed
in order to lower the process operating temperatures
and eliminate thermal-related forming problems.

Notice that the energy data for each of the machines
in the table relates to specific operating speed,
reported as strokes/min. (SPM). When the press
speed is reduced below a critical point, available
energy can diminish rapidly.

The illustration above represents the energy curve
for the 300-ton press in the table. This machine has
full-rated energy at 60 SPM. If press speed were
reduced to 40 SPM to reduce the amount of heat
being generated or to mitigate other forming-related
problems, the available energy drops to less than
200 in.-tons.
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This company now is in the midst of an energy crisis.
They have plenty of machines with the required
tonnage rating but none have the necessary energy
capacity. This supplier soon will discover that they
cannot produce these parts for their customer.

If the words “energy crisis” aren’t enough to turn your
attention to the energy capacities of the machines
in your press shop, especially if you plan to stamp
any advanced high strength steels, maybe “breech
of contract” will.

METALFORMING / MAY 2010

Peter Ulintz has worked in the sheetmetal-forming industry
since 1978. His background includes tool and die making,
tool and process engineering, engineering management
and product development. Peter also operates the website
ToolingbyDesign.com, a source for the transfer of modern
metalforming and tool-and-die technology, and which
promotes the use of “Performance-Based Die Engineering
Strategies.”

Peter speaks at PMA seminars and
roundtables focusing on tool and die
design, die maintenance, deep drawing,
stamping simulation, tooling for stamping
high strength steels and problem solving in
the press shop.

Peter Ulintz
pete.ulintz@toolingbydesign.com
www.toolingbydesign.com




PRESS RELEASE

ATKIN AUTOMATION TO SHOW NEW COST
REDUCING PRODUCTS AT MACH 2010

Thetford, Norfolk: Atkin Automation will be
exhibiting three new products on its stand at
MACH 2010 [4860 - Hall D] to be held at the
NEC, Birmingham, from 7 — 11 June 2010.

Atkin
reputation for its range of specialist high

Automation has an international
performance coil handling and processing
products, and its new Smart Roll Feed will be on
show for the first time. This features a number
of in-built safeguards which provide operator
confirmation that it is safe to commence
feeding, thereby preventing expensive damage
to tooling.

Companies  which already use  Atkin
Automation’s transformer core lines will find
the upgraded system software of particular
interest as it provides greater productivity and

product options from existing equipment.

Also on show for the first time will be the
Sandsun range of quick die change elements,
for which Atkin Automation has recently been
appointed the exclusive UK supplier.

A quick die change element can be used
in a wide variety of machine engineering
applications for a SMED (Single Minute
Exchange of Dies) and facilitates a sub 10
minute tool changeover.

SMED is a method of reducing press down
time during product tooling change-over, and it
enables a single press operator to complete the
entire process. Importantly, system hydraulics
enable quick and consistent clamping after the
SMED has been carried out.

At a typical system cost of £5,000 ex vat [8
clamps, one power unit, 2 die arms], the pay-
back period can be very short for many factories
where current production line costs are often
upwards of £800 per hour.

Atkin Automation Managing Director Chris
Ward is cautiously optimistic about the coming
months, saying:

“We have seen a number of encouraging signs
of sales growth since the beginning of the
year, but it is still a little spasmodic. The new
products which we will be exhibiting at MACH
2010 will help manufacturers take cost out of
their production processes, and our customers

are telling us that such reductions are vitally
important to industrial recovery.”

For further information contact:

Chris Ward

Atkin Automation Limited
T: +44 (0) 1842 753521
F: +44 (0) 1842 763614
E: cward@atkinautomation.com
or

Nigel Tompkins

New ldeas for Business
+44 (0) 1263 713070
+44 (0) 1263 712060
nigel@ni4b.co.uk



With 74 in attendance ISME graced the Molineux for
an enjoyable evening making the special award to
Professor Carl Chinn.

Our Chairperson Professor Diane Mynors opened
the evening by welcoming the guests who included
representatives from West Midland Companies,
Regent, Hadleys, Sertec, HT Brigham, Jenks &
Cattell, Midland Power Press Services and Ade.

After dinner presentations were made to new
member Jenks & Cattell with an honorary member
award to former ISME Chairperson Josie Stevenson.
Josie a director of Midland Power Press Services
was Co-opted on to the ISME council in September
1998, Chairperson in 2000-1 and treasurer in 2002.
Josie with her MPPS staff continue to maintain the
ISME financial accounts.

Professor Carl Chinn MBE receiving the Gold Medal
from the Institute Chair Professor Diane Mynors
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With previous winners of the ISME gold medal being
Lord Heseltine, Sir Digby Jones and Bentley Motors
Body in White Team, Diane had the honour of
presenting the Gold Medal award to Professor Carl
Chinn reading the citation;

Carl is a born and bred Brummie historian who
throughout his working life has been a leading figure
in trying to retain the manufacturing industries in and
around Birmingham and the Black Country. These
industries over the years have been world leaders for
their skills and products. The Gold Medal award is
for his commitment, enthusiasm and support for our
manufacturing heritage.

Carl is very proud of our local manufacturing sector
and with his enthusiasm over the years he has
supported Birmingham and Black Country Industry
through some torrid times.

Professor Chinn responded and gave a passionate
speech about the ‘Workshop of the World’ the
importance of manufacturing in Britain from the
1760s onwards, with a West Midlands focus.

An excellent evening was had by all with Bill Pinfold
ISME Secretary thanking the Molineux staff and
our guests.
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at SUBCON 2010

The Institute of Sheetmetal Engineering is launching a new
venture with five of its Corporate members by providing
an ISME “Best of British” Pavilion at this exhibition for
the subcontract section of industry. It is expected that
attendance at the Show will prove beneficial to those
Corporate members taking part as well as providing
an excellent opportunity for the Institute to recruit new
members both Individual and Corporate

DETAILS OF THE 5 CORPORATE MEMBERS
FOLLOW ON THE NEXT PAGES

Subcyn 2010

8-10 JUNE e NEC BIRMINGHAM
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HTeRIGHAM

METAL PRESSWORK EXPERTISE "

High Volume Presswork Manufacturing
Globally Competitive
Expertise When You Need It

With today's complex designs, high quality standards
and global markets, our expertise in metal presswork
makes a real difference.

We will know how to manufacture what you need,
whether it is a simple component or a complex multistage
pressing, for the lowest possible cost.

Quality Certifications: BS EN IS0 9001 :2000 and TS 16949

Visit us at: www.htbrigham. co uk

HT Brigham & Co Ltd., Station Road, Coleshill, Birmingham, B46 1JQ, UK
Tel +44 (0)1675 463882 Fax: +44 (0)1675 467441
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PRESS RELEASE

H T BRIGHAM
SEIZES OPPORTUNITY TO EDGE AHEAD

H T Brigham has a 62 year heritage of manufacturing
in the West Midlands and supplies a range of industry
sectors worldwide, including the automotive and
construction markets, with high volume pressed metal
components. The recent recession has encouraged
the company to examine its processes internally in
order to forge ahead and improve profitability.

Opportunity

During summer 2009, the company made a strategic
decision to invest in a new power press in order to
maximize the potential of a new market opportunity.
In addition to this, having received funding from
the West Midlands Manufacturing Advisory Service,
the company embarked on an intensive lean
manufacturing programme.

The pressworker has been working closely with
TJW Limited, a hands-on continuous improvement
business consultancy based in Warwickshire. The
initial aim of the project was to implement lean
manufacturing principles, such as 5S and Single
Minute Exchange of Dies (SMED), to maximize the
productivity of the new press by reducing changeover
times and consequently improving performance.

However, it soon became apparent that the benefits
of implementing such a scheme should not be
restricted to the operations surrounding a single
press. A manufacturing improvement programme
would be executed across all departments, from
enquiry receipt through to final despatch, in order to
streamline processes, improve overall efficiency and
enhance service to customers.

Success

The progress of the project so far has been
successful. The enquiry, costing, quotation and order
processing stages have already been addressed and
have benefited from the streamlining process, with
many non-value adding processes being eliminated.
Employees, although somewhat apprehensive at
first, have adopted an open minded approach to any
suggestions for improvement and have welcomed
the subsequent time and cost time saving benefits
which soon became apparent.

Consultant, Trevor Wing, who has 12 years experience
of implementing lean manufacturing processes in
SMEs, commented, “Working with H T Brigham is
refreshing because although they are a traditional
presswork company, the willingness to embrace

change has enabled an open approach to identifying
opportunities for improvement. The initial benefit
of working on the office based processes is that it
has already enabled a more responsive approach to
customer demands”.

Future

With the initial engineering and administrative
processes addressed, the main focus of the project
is now to improve the performance of the new press
on the shop floor by embedding 5S principles in the
areaq; Seiri (sort), Seiton (straighten), Seiso (shine),
Seikeisu (standardise), and Shitsuke (sustain). The
implementation of these 5S and SMED principles is
expected to reduce tool and coil changeovers by up
to 50%.

Trevor said, ‘The streamlining process throughout the
business will enable H T Brigham to improve customer
service, quality, cost and delivery; the fundamentals
of lean thinking’.

Managing Director, Barry Smith added, “From the
outset of this project, it was clear to see that our
workforce were right behind it. Their open minded
attitude has been exactly what we had hoped to see
and it has been instrumental to the success of this
programme. | believe that with such a proactive and
committed workforce, achieving these benefits will
give H T Brigham the competitive edge it needs to
stay ahead in the marketplace.”

For more information on H T Brigham, please
contact Andrew Essom, Technical Sales

Manager (aessom@htbrigham.co.uk), visit www.
htbrigham.co.uk or come and see us on stand D32
at Subcon 2010.
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For all your Springs, Pressings and Gas Springs

European Springs & Pressings, who
are part of the Lesjofors Group of
companies, (manufacturing springs
since 1852) encompasses three UK
manufacturing facilities in London,
Reading and Cornwall and a stocking
facility in Elland, West Yorkshire for
the supply of our standard stock and
Gas springs.

Our philosophy is to combine both
technology and quality to provide the
highest level of personal service. This
allows us to manufacture the highest
quality springs, pressings and gas
springs to consistently meet the ever
changing requirements of our
customers.

This solid foundation of achievement
allows us now to look forward with the
greatest confidence. We will continue
our planned expansion without
abandoning our belief in offering the
highest levels of dedicated service.

Tel: 01422 377 335
Fax: 01422 373 336

Enquiries to: Lesjofors Springs Ltd. Lowfields Business Park
Lowfields Way, Elland, West Yorkshire. HX5 9DA

www.lesjoforsab.com Email: marketing@europeansprings.com




PRESS RELEASE

EUROPEAN SPRINGS & PRESSINGS LTD

European Springs & Pressings LTD
encompasses two dynamic  spring
manufacturing facilities in London and
Cornwall whilst also incorporating a stock
facility in Elland, Yorkshire for the supply
of our standard stock and Gas Springs.

Allsites supportcustomersinthe Automotive,
Telecommunications,  Aerospace  and
Defence, Hydraulics, Domestic Appliances,
Nuclear, Electrical Switch Gear, Lighting
and Controls, Scientific Medical and
Pharmaceutical Industries.

Our philosophy is combining both
technology and quality, supported by
personal service to the very highest level
of integrity. This allows us to continually
meet the ever-changing requirements of
both our customers and the market we
operate in.

Both our philosophy and application of
spring manufacturing excellence  will
ensure that we deliver a total product.

This means that parts are supplied to the
highest standards of quality on time.

For over 60 years both sites have achieved
and maintained both the highest levels
of technical expertise and innovative
solutions allowing us to design, develop
and manufacture high quality products to
meet our customers’ needs.

Linked to our present capacity of producing
more than 3,000,000 components per
hour, this has enhanced our reputation
worldwide. Our success is assured by
continuous investment in both the very
latest machinery and technology, working

together with our professional and
dedicated staff.
This solid 60 year foundation of

achievement allows us now to look forward
to the 21st Century with great confidence.
We will continue our planned expansion
without abandoning our belief in offering
the highest level of dedicated service.

We offer:

and Gas Springs.

* The UK’s widest range of Compression Springs, Tension Springs, Torsion Springs

* High speed press components up to 130 tonne with full in house tool room.
* Full in house design facilities incorporating the very latest CAD CAM systems.
* Prototype, samples and in house laser cutting for R & D testing.

* Assemblies comprising of riveting, spot welding and brazing.

* On site powder coating, shot peening, barrel rumbling and polishing.

* 24 hour support and delivery for maintenance and breakdown services.

European Springs & Pressings Ltd, Chaffinch Business Park, Croydon Road,
Beckenham, Kent, BR3 4DW Tel: 0208 663 1800 Fax: 0208 663 1900

Email: marketing@europeansprings.com www.europeansprings.com
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|ENKS & CATTELL

Engineering Limited

Jenks & Cattell Engineering Ltd. supplier of
presswork, welded assemblies and
fabrications

Our aim is to provide excellent,
value for money, products for our customers

Enquiries - sales@jcel.co.uk

Jenks and Cattell Engineering Ltd.

Neachells Lane , Wednesfield

\Xolverhampton \¥V11 3PU M

Tel: 01902 305530 , o @)0

Fax:01902 305529 7 _SGS. "y SGS

\Qﬁi
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&
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PRESS RELEASE

JENKS AND CATTELL ENGINEERING

Jenks and Cattell Engineering limited are a very well established
company, producing high quality presswork, welded assemblies and
fabrications from an 8,000sq m site conveniently located in the heart
of the Midlands. A confident forward looking company with recent
major investments in modern manufacturing equipment, including
state of the art laser profiling machine and 220 tonne 4 meter press
brake, to enhance our existing range of power presses and welding
equipment. Enabling us to offer a comprehensive range of services
to our customers.

The vastly experienced engineering team is highly motivated in the
management of customer projects ensuring that customers exacting
requirements are met or exceeded. The team has the ability to
assist customers engineering departments during product design
and development.

A member of the prestigious Newship group, the company’s
name is synonymous with the supply of high quality goods, very
competitively priced and supplied at the right time, to a number of
the worlds most demanding, Automotive, White Goods, Heating
Manufacturers, Off Highway and lighting Manufacturers.

\

|ENKS & CATTELL

Engineering Limited
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millennium
pressad metal

ISO9001:2008
Quality Assured
TS16949 Applied for

|
Subcontract metal pressings and
assembly shop supplying:

Automotive
Electrical
Construction
White Goods

ANANENEN

Benefits of choosing Millennium:

Presswork upto 350 Tonnes

Welded Assemblies !
Mechanical Assemblies

Turned Parts

Surface Finishing
Development and Prototyping
Tool Making

Packaging & Delivery

Full PPAP submission

Single Point of Supply

AV N N N N NN Y NN

Contact: Anna Stevenson

Tel: 01384 252 970

Fax: 01384 252975

Email: enquiries @millpm.co.uk
www.millpm.co.uk
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PRESS RELEASE

miIIennium

prassed metal

Single point supply of quality presswork and assemblies

Millennium Pressed Metal provides a “single point supply service ” to customers
requiring the reliable supply of individual pressed metal components, machined parts, or
complete assemblies.

Millennium Pressed Metal is a BS EN ISO9001: 2008 accredited company, and is
working towards being TS16949 approved in 2010.

With a wide range of presses up to 350 tonnes capacity we produce precision pressings
and stampings for the automotive, construction and consumer industries ranging from
blanked and formed components to complex shaped finished components produced on
multi-stage coil fed progression presses, with larger components produced on single
operation or multi-tool set up on our larger presses.

Millennium will manage all aspects of supply and quality including material sourcing and
scheduling, component production and assembly with delivery to your schedules.

Through our contacts we can arrange and take responsibility for the supply of any
additional components that we would not manufacture in-house. Enabling the customer
to deal with just one point of contact.

Working closely with the customer’s designers we can supply prototype components
and assemblies for test and development, as well as producing modified items for
evaluation as the product is developed and the detail design changed.

Where new tooling needs sourcing or modifying, or components or assemblies require
treatment such plating or painting, Millennium arranges for these processes and
manages quality and delivery.

Millennium Pressed Metal is an “owner” managed business that means customers are
dealing directly with the decision makers. It has a young, progressive management
team who operate an “open door” policy to customers and employees alike. The
Millennium team is committed to giving customer satisfaction by providing a first class,
on time delivery of quality products to customer in the UK and overseas.

Millennium Pressed Metal Limited
Unit 2, Castle Mill Works, Birmingham New Road,
Dudley, West Midlands, DY1 4DA

Tel: 01384 252970 Fax: 01384 252975
Email: enquiries@millpm.co.uk  www.millpm.co.uk




World class supplier of presswork
and welded assemblies to...

...world class customers

SERTEC

GROUP HOLDINGS LIMITED

i, 1SO/TS 16949
(N, 18O 12001
[ ' 1SO 9001
) =
FORD PREFERRED 2 47

QUALITY STATUS

Enquiries: sgh@sertec.co.uk
Sertec Group Holdings Ltd, Gorsey Lane, Coleshill, Birmingham B46 1JU
Telephone: 01675 463361 Fax: 01675 466313 Internet: www.sertec.co.uk
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PRESS RELEASE

SERTEC GROUP HOLDINGS LTD

Sertec Group Holdings Limited is one of the
UK’s premier manufacturers of presswork
and welded assemblies for the automotive
industry.

Now 47 years young, the company has seen
many changes throughout it’s history and
the current downturn in automotive fortunes
is yet another challenge for the Birmingham
based supplier, as it is for manufacturers
nationwide.

But the company’s world class expertise
and strong management has meant that
whilst tough decisions have had to be made,
the company is buoyant in its outlook for
the future.

Diversification and acquisition has always
played an important part in Sertec’s plans
and recent times have seen important moves
in both strategies.

Two years ago Sertec Energy Ltd was founded
to develop and manufacture highly efficient
solar panels for the renewable energy
market. Resellers have been contracted and
panels are already being manufactured in
large numbers with expansion plans in place
for the near future.

Sertec has now completed the restructuring
of its latest acquisition MRX Automotive
and has renamed the company Sertec Tube
and Cylinder Ltd (STC). The new company
launched on 1st October 2009.

STC manufactures manipulated tube and
assemblies and deep drawn cylinders, from
mild and stainless steel. This is demonstrated
in the production of exhaust tailpipes and
bright trim, brake and suspension actuators
and air bag propellant canisters — just
some of the many parts supplied to the
automotive sector.

Sertec CEO Graham Mosedale is delighted
with the restructure. “This acquisition has
opened up new markets for our company
and to be able to offer a new range of
part capabilities to both new and existing
customers has given us a fresh impetus.”

The factory is based in Smethwick in the
West Midlands and the reorganisation has
seen three sites consolidated into one,
the streamlining of the workforce through
redundancy and a complete review of the
shop floor.

Sertec Tube and Cylinder customers currently
include exhaust manufacturer Tenneco
Walker, Jaguar Land Rover and commercial
trailer manufacturer Arvin Meritor.

Graham Mosedale, Sertec CEQ.
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THE SCIENCE OF FORMING
BY STUART KEELER

MATERIAL PROPERTIES FOR VIRTUAL METALFORMING

Virtual  forming  (computerized die tryout,
computerized metalforming, etc.) is revolutionizing
the sheetmetal industry. The advantages these
programs offer are numerous, including time and
cost reductions for die design/tryout and improved
stamping quality.

Many years ago, a popular slogan was applied to
manufacturing products, cuisine and personal lives:
GIGO or Garbage In Garbage Out. The implications
were well understood and most people reacted
accordingly. Then computers became popular and
the meaning of GIGO changed to Garbage In Gospel
Qut. Since computers cannot lie, the output was
taken to be the truth. Unfortunately, virtual forming
has become a major victim of GIGO. This month’s
column explores some GIGO problems associated
with material property inputs.

Drop-down menus are a common method for telling
the computer which metal and grade should be used
for the analysis. Click on AKDQ (aluminum killed
draw-quality) or the more current FS (forming steel) or
DS (drawing steel) and a set of typical properties are
sent to the program. In contrast, many dies actually
create stampings from alloys with a formability
property range from -30 to +30 of the typical value.
Forcing the computer to use only the typical property
rarely provides a meaningful analysis.

For example, one key material parameter needed
for virtual forming is the work-hardening exponent
or nvalue. For AKDQ steel, this n-value can range
from 0.18 to 0.23, yet a change of 0.01 can shift a
stamping between make and break. For an accurate
forming analysis, the n-value of the intended
production material must be entered— not a typical
value. An important advantage of virtual forming for
die tryout is running the analysis with four different
n-values. These values are the -30, typical, +30,
and production to gain an insight of how n-value
influences the final stamping. Changing the n-value
requires only a simple keyboard entry. With hard
tooling, one must find or order four coils of material
with the desired properties and run statistical
evaluations of all four coils.

Selecting one high-strength low-alloy (HSLA) steel
from the drop-down menu also enters a single
n-value. This assumes that the n-value is relatively
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constant over the full range of deformation. The
n-value is calculated between the strain values of
10 percent and uniform elongation/maximum load.
(This steel is shown as the dashed line in the graph
with an approximate n-value of 0.15 within the
indicated measurement strain range.)

In contrast, two relatively new advanced high strength
steels (AHSS) have n-values that change with strain.
One now must compute instantaneous values of n
that show the n-value for different amounts of strain.
Thefirst AHSS is dual phase (DP) steel (solid line in the
graph). Note the early increase in nvalue to a value
of 0.2. This higher nvalue at low strains is effective in
resisting the formation of localized strain gradients.
However, this increased nvalue is exhausted before
reaching 10 percent strain. This means traditional
tensile samples of the HSLA and DP steels will have
approximately the same n-values and the computer
will not recognize the stretchability improvement
of the DP steel. The results of a computerized die
tryout will suffer a GIGO error. However, the solution
is quite simple. The computer analysis program must
be capable of accepting the true stress-true strain
curve, which captures any change in n-value over the
entire range of deformation.

The forming limit curve or maximum allowable stretch
(strain) also depends on the n-value. Here an nvalue
at a large deformation or plateau strain is required.
The two curves shown in the graph have the same
high nvalue. This means the forming limit curves for
these HSLA and DP steel coils will be identical. This
was confirmed by experimental determination of the
actual forming limit curves.

The second AHSS is the transformation induced
plasticity (TRIP) steel, beginning to gain applications
in the automotive industry. If the initial higher
n-value of DP steel is so beneficial, why not create
steel that keeps regenerating the higher n-value
over a wide range of deformation? The TRIP steel
(dotted line in the graph) is designed to accomplish
this major improvement. Now the n-value not only
changes with strain, but has an increased value as
traditionally measured between 10 percent strain and
uniform elongation. Even here, the measured value
is an average n-value between the two measurement
points and still provides no information about the
changing n-values outside that range. Again, the
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Graph of instantaneous values of n for three 50-ksi (350-MPA) higher strength
steels. Courtesy of WorldAutoSteel AHSS Application Guidelines

true stress-true strain curve would capture the
variable nature of the n-value for use by the
computational program.

Unfortunately, the TRIP steel has another problem.
The properties of the as-received TRIP steel are
not the properties experienced by the stamping
during the forming operation. The increase in the
instantaneous n-value is a function not only of initial
steel composition and processing, but also the strain
path, strain history, forming speed, temperature
and other production factors. Therefore, the
instantaneous n-value and the forming limit diagram
depend on the actual deformation, which changes
not only from part design to part design but also
with location within the part. Thus, capturing the
actual property levels active during deformation is a
problem still unsolved, which makes output of TRIP
steel analyses questionable.

Most aluminum alloys have a comparable problem.
Their n-values are not constant but decrease with
increased deformation. Therefore, n-value data
often are presented as 0.35 (0.22),where the first
value is the initial n-value and the second number in
parentheses is the average value over a wide range
of strain. Other metal alloys have their own set of
property idiosyncrasies. One must understand the
input to the computer program to assess the validity
of the output.

The correct properties for virtual forming and other
analyses depend on the accuracy desired for the final
stamping. Springback prediction requires much more
accuracy of input properties than does designing
a stamping to hold water. The need for accurate
properties extends to troubleshooting and press
shop areas other than virtual forming. Therefore,
discussion of accurate properties continues next
month. Topics include blanked-edge damage, local
elongation, strain-rate hardening and friction.

Stuart Keeler (Keeler Technologies
LLC) is best known worldwide for
his discovery of forming limit
diagrams, development of circle
grid analysis and implementation
of other press shop analysis tools.
Stuart’'s  sheetmetal  forming
experience includes 24 years at
National Steel Corporation and
12 years at The Budd Company
Technical Center, enabling him to
bring a very diverse background
to this column and the many
seminars he teaches for PMA. His
most recent project is technical
editor of the AHSS Application
Guidelines—Version 4.1, which

is available for
downloading free from www.worldautosteel.org.

now

Keeler Technologies LLC

PO. Box 283

Grosse lle, Ml 48138

Fax: 734/671-2271

E-mail: keeltech@comcast.net
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o SINCE 1898

. THE TECHNOLOGY OF CONTROLLED TORQUE

Constant Research &
Development into clutch/brake
design and manufacture have

led to an extensive range of both
pneumatic and hydraulic units
which are second to none. Full
technical backup, engineering
support and parts service to OEM
Press manufacturers, rebuilders
and end users.

@ Optima

Spanntechnik

Ortlinghaus UK are now official
representatives for sales and
service of the OPTIMA range of
clamping and slide lock systems
within the U.K.

CONTACT: Phil Harris
Telephone: 01527 579123
Fax: 01527 579077
E-mail: sales@ortlinghaus.co.uk
www.ortlinghaus.co.uk

N /
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MIDLAND
POWER PRESS
SERVICES

¢ Heavy Engineering & Gear Cutting
e Press Refurbishing

¢ Insurance Inspections by
Qualified Engineers

e Maintenance Services
e Electrical Services
e Fabrications
¢ Mobile Crane Hire and Transport

HSG 236 Thorough
Examination and Test

Qualified Mechanical and Electrical

Engineers to inspect and ensure that

your Power Presses comply with the

latest HSE requirements, and satisfy
your insurance requirements.

For a quotation please tel or email:

Tel: 0121 520 4320
Fax: 0121 557 7395
Email: admin@mpps.co.uk
www.mpps.co.uk

Unit 2, High Street, Princes End,
Tipton, West Midlands DY4 9JA




PRESS RELEASE

AP&T AUTOMATED FOR FLEXIBLE PRODUCTION

Stand-alone presses transformed into four-press
line at C&K Johansen.

At deep-drawing expert C&K Johansen in the
Danish town of Horsens, flexible production is
key to being able to quickly provide service to
customers, who come from a number of different
production industries. Previously, the majority of
production usually entailed manual operation of
stand-alone press cells. But, when the company
partnered with AP&T and set its sights on the
future, many new possibilities for automated
production came into view.

C&K Johansen has been a well-respected name in
deep drawing for over 40 years and AP&T has been
delivering sheet metal forming equipment to the
company almost as long. Flexibility has always been
an important aspect, with cycle time taking a back
seat for the company since they work with small and
medium-size series. For this reason, manual press
operation was the right way to go.

“In the end, it's our customers who decide what
we need to produce. So, it's important not to chain
ourselves down with an automated solution that limits
us,” says C&K Johansen President Peter Mgller.

Many operations

But, when the company updated its machinery with
two new manually-operated hydraulic presses from
AP&T, they chose a new route. It was not uncommon
to have 10-15 operations per part and the large
amount of manual handling became a problem
when it was hard to find skilled operators who could
handle operations in many customer assignments.
AP&T then suggested combining the two new presses
with one of the existing hydraulic presses to form an
automated press line that both increased quality and
reduced handling cost per manufactured part.

Flexible mix

The press line had to provide a flexible production
solution that made it possible to mix automated
handling with manual operation if so desired. Three
AP&T SpeedFeeder press robots were added to serve
the three presses. Later, a fourth press was added to
the line, which now can produce products with over
10 operations, including various installations, right
from coil.

Faster with fewer operators

“The advantages are obvious. We only need one
operator for four presses and the production rate is
three to four times faster than with manual handling,
if you count intermediate storage,” says Peter Mgller.
“This has a big impact on manufacturing cost and,
in the end, the ability of our customers to become
more competitive.”

For example, today, C&K Johansen has a total
of seven hydraulic presses with different levels of

Customers decide. Flexibility is a must when customer
requirements govern operations and President Peter Maller is
pleased with the versatility of the new four-press line.

clamping capacity of up to 1,000 tonnes. With the
AP&T automations that have been installed in the
production, this is the equivalent of approximately 19
manually-operated hydraulic presses.

Different layout

An important challenge was to physically find room
for the press line in C&K Johansen'’s production plant.
AP&T came up with the idea of arranging the four
presses in a U shape. In addition to saving room, it
also provides a better overview. Most importantly, the
press line is now more flexible.

“The configuration is very flexible and enables us
to manufacture a part with, for example, automatic
handling in presses one and two, while presses three
and four are operated manually if the customer’s
product require such,” states Peter Mgller.

Long partnership

It was not by chance that AP&T was entrusted to
further develop the production environment of C&K
Johansen. Positive experiences from many years of
working with AP&T were the deciding factor.

“We've seen many suppliers in C&K Johansen’s 100-
year history. Our experience is that AP&T’s solutions
are the best and also generate the lowest costs in
the long run. Thanks to our long-term relationship,
they know our business and what we need,” says
Peter Mgller.

For more information, please contact:
AP&T AB, Sweden

Phone +46 325 66 18 00
E-mail info@aptgroup.com
Internet  aptgroup.com

C&K Johansen Horsens ApS

Phone  + 457627 3232
E-mail  mail@ckjohansen.dk
Internet  www.ckjohansen.dk  automarion-presses-ToounG
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MMMA
at MACH 2010

16 MEMBER COMPANIES OF OUR ASSOCIATION
ARE TAKING PART IN THE PRESTIGIOUS
EXHIBITION STAGED BY THE MANUFACTURING
TECHNOLOGIES ASSOCIATION

DETAILS OF THE MEMBERS
FOLLOW ON THE NEXT PAGES

IF YOU WORK IN THE SHEET METAL INDUSTRY AND
ARE LOOKING FOR ADVICE AND MACHINERY,
WHY NOT CALL IN AND SEE US AT THE NEC

MACH
=010

7 —11 June

NEC e Birmingham UK
www.mach2010.com
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MMMA MEMBERS AT MACH 2010

AIDA SRL UK BRANCH sales@aida-uk.com Stand No: 4860 b

We are the UK Subsidiary of Aida Europe. We offer sales, service and spare parts for
new and used presses. Associated feeding and automation equipment. We also offer
contract press inspections and press control upgrades to existing customer plant. Contact
inspections are available on request.

ASC-UKLTD paul.day@asc-uk.net Stand No: 4864 g
ASC-UK is one of the largest Roll Forming equipment manufacturers in the UK.

We can offer Roll Tooling design and manufacture, service support through to complete
Turn key installation solutions. Our experienced team of Technical engineers are
complemented with global support from our parent company ASCMT (USA).

ATKIN AUTOMATION LTD cward@wtatkin.com Stand No: 4860 d

Atkin Automation is the UK's leading designer and manufacturer of bespoke automated
coil processing lines. Using the latest servo technology and bespoke software Atkin can
design cost effective process lines for all applications. Punching, notching, bending and
forming are all carried out precisely with little or no operator intervention.

BULLDOG INDUSTRIAL HOLDINGS sales@bulldog-uk.com Stand No: 4434

Suppliers of sheet metalworking machinery specialising in CNC folding machines and
guillotine shears; heavy duty plate folders (up to 25 mm plate); coil process lines;
slitting&nbsp; cut to length lines; rollforming machinery; panel forming machines;
automated production lines; and general sheet metal shop machinery.

BRUDERER UK LTD a.haller@bruderer.co.uk Stand No: 4864 a

Bruderer UK Ltd, is a one-stop-shop for all your metal forming requirements, ranging
from BRUDERER high performance presses to 250 metric tons, coil handling and servo
feeds, FIBRO Tooling Components, machine &amp; tool monitoring. New product
ranges include press brakes, shears, plasma cutting systems, laser marking &amp; laser
welding systems.
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CRESCENT MACHINERY info@crescentmachinery.co.uk Stand No: 4864 h

The Klass Group offers a complete maintenance and breakdown service to Engineering
& Fabrication companies, specialising in Machine Tools. Fabrication Machinery &
Safety Guarding. We also source and supply New and Pre-owned machinery. We will be
exhibiting an Accucut Linear Stop and a sample Telescopic Guard.

Remember ” CUT COSTS NOT STANDARDS “

DAVIS (DECADE) LTD iak@decade.co.uk Stand No: 4860 ¢

Davis (DECADE) LTD, manufactures a range of measurement, control and information
systems for the manufacturing industry. Specialist areas include Load Measurement
in Power Presses, Assembly Machines, and Process Testing Machines. Press
Automation System for Power Presses, Machine Downtime Measurement Systems, and
Load Transducers.

FORMIT LTD Jim.bain@formit.co.uk Stand No: 4860 a

Formit Ltd are specialists in roll forming technology and is a leading designer,
manufacturer and consultant for roll form tooling and equipment. Formit can provide the
complete package from section design through to the finished production line including
coil handling, press feeding, flying shears, benders and stackers etc.

JOSEPH RHODES LTD barry.richardson@grouprhodes.co.uk Stand No: 4630

Joseph Rhodes Limited is one of Europe’s leading manufacturers of metalforming
machinery and a specialist in the bespoke design of mechanical and hydraulic presses.
The company’s major product lines include open-front and double-sided mechanical
and hydraulic presses, minting machinery, turret punch presses, lasers, extrusion presses,
shears and folding machinery.

ORTLINGHAUS UK LTD sales@otlinghaus.co.uk Stand No: 4864

Ortlinghaus, a recognised leader in clutch and brake innovation. Ahead of the competition
working closely with customers from initial design through to final product. Backed up
with service support and a comprehensive range of stock. With Ortlinghaus this year is
Optima Spanntechnik leaders in design and manufacture of clamping systems.

PRESS BRAKE TOOL COMPANY sh@pressbraketool.com Stand No: 4864 c

Press Brake Tool Company - UK manufacturer supplying all types of press brake tools
for all types of machines. Standard Euro tools for Amada, Promecam, etc. Tools for
LVD, Trumpf, Bystronic and Edwards Pearson. Special tools, any size and length up to 6
metres. Full tool refurbishment services and guillotine blade resharpening.
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ROEMHELD (UK) LTD sales@roemheld.co.uk Stand No: 4110

The stand offers sector-driven examples of how workholding can increase competitiveness.
Displayed are Roemheld’s 5-Axis vice range which enables gripping on 3mm, reducing
raw material costs, and Roemheld Zero Point systems offering rapid and repeatable
changeovers. Plus hydraulic fixturing, hydraulic elements and a dedicated fixture
builder area.

SCHULER PRESSES UK LTD phil.rickhuss@schulerpresses.co.uk  Stand No: 4652 b

“As a Sales and Service company, Schuler Presses UK offer a comprehensive service
for mechanical & hydraulic presses and also forming equipment by any manufacturer.
Customers include the automotive industry & its suppliers, electric motor sector and
the household appliance industry. Our capabilities include maintenance, electrical and
mechanical rebuilding, modernisation, performance enhancement and spare parts.”

SHEAR-FORM MACHINE TOOLS LTD sales@shear-form.co.uk Stand No: 4864 d

Shear-Form will exhibit a Haeger 824 Window Touch-3 insertion press with a Multi-Shuttle
single tooling platform and an ACF ‘Multiflex’ Cornerformer, designed to form corners
without welding., plus a graphic display on coil processing equipment from Dimeco
Alipresse including their highly flexible, programmable ‘Flexipunch’ equipped with Simo-
Star Microfeed servo drive feeder.

T.M.A. ENGINEERING LTD sales@tmaeng.co.uk Stand No: 4860 f

TM.A. is the largest independent power press service & repair company in the UK. We
provide service, spares, repairs, overhauls, mechanical & electrical HSG236 inspections
for press users. We have a selection of second-hand presses, coining & mining presses,
servo roll feeds & coil feed equipment. Press automation systems a speciality.

WORCESTER PRESSES LTD charleshiggins@worcesterpresses.co.uk Stand No: 4860 e

Worcester Presses offer a combination of own-manufactured mechanical presses,
full range of Chin Fong presses, coil handling equipment, quick die change
systems and complete guarding systems with emphasis on optical guarding for
increased productivity.

Worcester Presses offer countrywide sales and service coverage with an emphasis on
rapid response.

DON’T FORGET JUNE 7-11 AT THE NEC
WE’LL BE THERE, WILL YOU?
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PRESS RELEASE

AMADA PROVIDES LIGHT RELIEF AT DEXTRA

December 2009: Rupert Martin, Group
Chairman at leading UK lighting
manufacturer, Dextra, explains how six
new high functionality Amada press
brakes have eased set-up times and helped
the company extend its lead over the
competition.

At Dextra we have always looked to invest
in the company’s future by adopting the
very latest technology. We are the largest
privately-owned luminaire manufacturer in
the UK and as a matter of principle we have
no machines at our facility in Gillingham,
Dorset older than seven years. We work
two shifts a day plus some overtime so after
seven years our machines have worked

pretty hard.

The latest machines facing recent
replacement were our range of Amada
HFE press brakes. We have used Amada
equipment at Dextra for a number of years
and although the HFE models had served us
well, machine tool technology moves on so
fast. We knew that upgrading to the latest
Amada HFP models would help reduce
set-up times, principally through the use of
more advanced software and a bend angle
measuring system to assess fold accuracy
and transmit any necessary adjustments to
the Amada AMNC-PC control.

At Dextra, we wanted this investment to
change the culture, so we decided that the
press brakes must be programmed offline
and be easy to set-up and operate. This
would maximise available time on the press
brake for the actual bending of parts. Too
much time is spent setting up press brakes,
loading programs, finding what tools are
used and where they need to be positioned.

The next step is the introduction of the offline
programming system. The SheetWorks and
Dr Abe Bend system takes the company’s 3D
product designs and generate the bending
program and tool layouts automatically. The
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software also "nests’ tool layouts to minimise
the number of machine set-ups required to
produce a range of parts — again minimising
machine downtime.

With a single swipe of a barcode, programs
can be uploaded to any of our six new HFP
press brakes. This also calls up tooling data,
while the tool navigation function shows the
operator where to place the tools along the
2m bed, which is great as many of our parts
are fairly complex, often featuring special
shapes and curves. The end result is reduced
set-up times for new and repeat jobs.

This is essential as we currently have a
product portfolio that extends beyond 5000
different items ranging in value from £6
up to £200. With batch sizes typically quite
small at 1000-off maximum, it is vital we
have short set-up times.

As the HFP is connected to our company
network the program and set-up data
become a company asset, therefore we're
not reliant on operators filling in set-up
sheets. All the data is readily available to
retrieve on any of the HFP machines.

Another bonus is that the easy-to-use
AMNC-PC control allows even the least
experienced of operators to set-up and
bend components, freeing up valuable time
for more experienced employees to utilise
their skills more effectively. It also provides
compatibility to our existing Amada EML,
EM and Acute blanking machines. All the
machines now share a common database so
that the latest process monitoring software
can be used.

Again this is a real advantage as at Dextra we
operate a Just-in-Time (JIT) delivery system
for our customers. Around 80 per cent of
what we manufacture during any working
day is shipped out in the evening. This is
one of our chief differentiating factors as our
competitors often quote 6-8 weeks delivery.



JIT means we can keep our warehousing
levels to a minimum and spend more
on new technology, ultimately making us
more competitive.

This is great news for us because although
we've had a good year considering the
recession, it is important we continue to
lead the field. We are constantly introducing
new products with wide market appeal, such
as our recently launched energy-efficient
luminaries, but optimised and efficient
manufacture has an equally important
impact on the bottom line.

Of course it goes without saying that greater
speed does not mean less quality. We have
many high profile customers in sectors
that range from supermarkets, education
establishments and government departments
through to commercial and industrial
facilities, as well as domestic households.
Quality is paramount to our reputation.

In summary we find all Amada machines to
be good commercial systems that are both
reliable and fast. Our experience of using
Amada is extremely positive which is why we
didn’t look anywhere else when deciding to
replace our HFE press brakes. The order was
for six machines — and despite a turnover
at Dextra of £50 million — it represented a
significant investment in anyone’s book.
However, Amada have always looked after
our requirements and | firmly believe that
loyalty works both ways.

For further information please contact:
Cathryn Morris

01562 749500

info@amada.co.uk
www.amada.co.uk

‘MADA®

Amada United Kingdom Limited
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WorldSkills UK

4
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world skills uk

Finding the best talent in the UK For more information on how to get
involved in competitions, get in touch
with the WorldSkills UK contact centre:

T 08006120742

E worldskillsuk@ukskills.org.uk
W worldskillsuk.org

Facebook ID WorldSkills UK - Official

WorldSkills UK is a set of dynamic skills
competitions designed by industry experts.
They run every year in around 50 vocational
skills from Aeronautical Engineering to
Hairdressing, both regionally and nationally.
Some competitions lead to the bi-ennial
international WorldSkills Competition,
where around 50 countries / regions come
together to compete for medals on an
international stage. It is through WorldSkills
UK national finals that we find potential
competitors that go on to represent the UK
at WorldSkills.

The UK is currently 7th in the
world and is preparing for the
next WorldSkills when it
comes to London,
5-8 October 2011 at
ExCel, Docklands.

Brought to you by BIS

e
City8s
ukskills cod oo i




An Institute of Sheet Metal Engineering Event
with thanks to
Wieland Electric Ltd & Park Electrical Services

The Countdown has started.
Will your business meet the new challenge?

ISME, Wieland Electric Limited and Park Electrical Services invites you to
The New Machinery Directive 2010 explained

On Tuesday 15™ June 2010

At
The National Metal Forming Centre, 47 Birmingham Road, West Bromwich,
B70 6PY

(Exit M5 at Junction 1, follow the signs to West Bromwich town centre, take the first right into
Beeches Road and then the first building on the left hand side is the NMC centre)

. A hot buffet will be served at 5-30pm with the Event starting at 6-30pm Prompt

. Overview of changes to Machine Directive 2006/42/EC
. EN ISO 13849-1 Safety related parts of control systems. General principles for design
. EN 62061 Functional safety of safety related electrical, electronic and programmable controls

Overview of how machinery owners, manufacturers and system integrators must be fully compliant to the
new standard
Overview of how new technology enables easier compliance to the new machine directive and standards

. Demonstration of new technology - Samos PRO programmable controller
. Sistema - compliance software tool, overview
. Event closes about 8-30pm

The cost for attendance is £12.00 each for ISME members & £15.00 each for Non Members
Price includes the Buffet and VAT

Please remember to send this booking form with cheque back to address below. Or send by fax or

scanned email. Either way a confirming invoice will be sent to you / company. (Cheques payable to

I.S.M.E.)To: Adrian Nicklin, ISME Events, 14 Swynnerton Drive, Essington, Wolverhampton, WV11 2TB or

scan & Email to adriannicklin@talktalk.net Mob: 07774 260126 Fax: 01922 821010

Please reserve .............. place(s) for the Machinery Directive 2010 explained.

I/We enclose a cheque for £ ......................

NaAMES[S]: oevvniiiiei e COMPANY: .ottt
AAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAAA Tl o
Email; . Fax: o
AT, ottt
Signed: ... Date: ..ot
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