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AEMT
Comment...
For many years, at the beginning of this

decade, members of the AEMT were generally

finding business patchy, and even gloomy. Over

the last few years this mood has changed, and

the reasons for this have been examined at

recent meetings. The results are interesting

and have been incorporated into the article “In

challenging times, how do members stay busy”

at the back of the journal.

Let’s hope that all companies are in much

better shape, and have been able to put

something aside for the end of the “nice years”

that the papers, politicians, and financial

institutions seem determined to talk 

everyone into. 

With the shortage of skills and engineers

throughout industry, the future should not be

too bleak for those companies, who have

diversified, and continued to ensure that their

staff are trained to meet the evolving

expectations of their customers.
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The above is a good starting point and it can

be applied to any organisation. But the act

also applies to goods and services supplied,

and therefore repaired and overhauled Ex

equipment comes within its scope. In the

event of an incident where an item of Ex

equipment either caused or failed to prevent

loss of life then the police would want to

examine the management systems

employed to ensure they were fit for

purpose.

Unfortunately some senior managers believe

that because they have procedures and

systems, that all is satisfactory, which may

not be the case, as it is the suitability and

effectiveness that are the important factors.

In the case of Ex repair and overhauls,

systems and procedures that meet the

requirements of IEC60079-19 would be the

expected criteria, as it represents the

expectations of the industry and its

stakeholders. Some Ex repairers believe they

have achieved this goal, but in the absence

of independent certification, it is normally an

unproven claim and self assessment can be

self delusion. Therefore the benefit of

independent certification is that it is not just

the Ex repairer who is making the claim, but

it is also the Certification Body, who has

conducted the in-depth initial assessment,

along with follow up surveillance visits, who

is providing that independent evidence. This

can become a powerful defence tool in the

event of an incident.

But any system needs people to drive it and

therefore competence is a vital issue in the

safety chain. If everyone was competent

there would be far less accidents and loss of

life in the workplace than at present. In

Great Britain during the Health and Safety

Executive 2006/7 reporting period:

Journalaemt

EX
Baseefa Certification Website:

www.baseefa-cert.biz

Corporate Manslaughter
and Homicide
As this new act comes into force, the implications for the 
Ex Repairer industry is considered by Roger Turton, 
Managing Director of Baseefa Certification Ltd 

Menzel Elektromotoren GmbH | Neues Ufer 19-25 | D–10553 Berlin
Tel: +49 (0)30 – 34 99 22-0 | Fax: +49 (0)30 – 34 99 22-66 | info@menzel-elektromotoren.com

immediately available
from in-house stock!

High voltage motors

Direct current motors

Low-voltage motors

Slip-ring motors

www.menzel-elektromotoren.com

•  Founded 1927

•  Sales worldwide

•  Certified according to 

 DIN EN ISO 9001

•  Vast stock on more than

 22,000 m2 in 3 warehouses

•  20,000 motors ready for

 delivery from stock

•  2,000 high voltage motors   

 available from stock

•  Special motors of all kinds

•  Custom production

 according to specifications

1927–2007
80 years of experience!

The Corporate Manslaughter and Homicide

Act is due to come into force in April 2008. It

will sit alongside existing Heath and Safety

Legislation, but investigations under this act

will be undertaken by the police, not HSE.

It has been introduced in the new era of

“social responsibility” where public opinion

has changed, due to some well publicised

incidents where there appeared to be little

or no corporate responsibility. The act has

unlimited fines, it also has provision for

convicted companies to disclose their

conviction in the public domain. 

So what is the Ex repairer to do to protect

their interests? 

There are several things but they all need

substance:

• It all comes from the top, are the

directors of the company committed, do

they create a safety culture? Who on the

board takes responsibility for Health and

Safety issues? Are targets set and

monitored?

• All companies need Health and Safety

management systems, but are they

effective, do they reflect the mode of

operation and are they active or re-

active?

• How are people within the company

involved, is communication encouraged,

is there a sense of ownership?

Searching for survivors under the rubble of the Stockline Plastics factory in Glasgow following an explosion in
May, 2004.
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• 241 workers were killed at work

• 141 350 other injuries to employees

were reported under RIDDOR

• 274 000 reportable injuries occurred,

according to the Labour Force

Survey (LFS) 

• 36 million days were lost, 30 million

due to work-related ill health and 6      

million due to workplace injury.

• 1141 offences were prosecuted by HSE.

• £13M paid in fines 

No company wants to be part of these

statistics and therefore effective systems

and competent people are needed. The

2006 version of IEC60079-19 recognises

the importance of competence with its

enhanced requirements. This Standard is

new and the repair industry is just starting to

get to grips with what competency actually

means. It is going down the right path, but

still has some way to go. Most competency

schemes for Ex repair staff, to date, have

required assessed training to be undertaken

coupled with a number of years experience.

This sounds like a good basis, but is it?

When the experience was normally gained

before the assessed training was provided,

what was the quality of the experience? To

be certified as a competent person their

employer keeps a log of work performed by

the individual as ongoing evidence, but

again where is the evidence that the work

performed was satisfactory? Cost is always a

factor, but if Ex competency schemes are to

have real effectiveness then they need to

include an element of independent

assessment to verify the quality of the actual

work performed. This could be in the form of

a random selection of job records submitted

for independent evaluation.

Competency is not a constant, because it

changes with time. Some will improve and

some will deteriorate depending upon the

environment. Competence is likely to

deteriorate if the work is only performed

infrequently, or if the culture of the company

does not encourage best practice. The

important factor being that systems and

procedures have to be suitable and effective

on an ongoing basis.

In conclusion, the new Corporate

Manslaughter and Homicide Act is designed

to make companies more responsible and

aware of their social responsibility. The use

of management systems and competent

people supported by a pro-active senior

management is the way to comply, but it is

not a “let’s fix it today, and forget it

tomorrow” issue, if that knock on the door is

to be avoided.

Power and productivity
for a better worldTM

Totally  
transforming...

ABB Process Performance motors are 

designed for the lowest energy consumption and

an operating life beyond 20 years. It helps

reduce daily running costs as well as the 

total lifecycle cost of your machinery. 

Our network of ABB Motor Service Partners can provide spares and

support at short notice, helping you maximise uptime and further

reduce the lifetime cost of your plant. 

Our transformation goal is simple: to maximise the return on your

investment today, tomorrow and forever

To find out more, call 07000 MOTORS (that’s 07000 668677)

or visit www.abb.co.uk/energy

...your motor operating costs
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Why not join all of these satisfied
companies?
All these companies have purchased EMIR to help run
their businesses:

Customers and 
Testimonials

“From our point of view, EMIR Professional has proved to be an excellent
choice. The suitability of the functionality to our multi-site operation allows us

to manage our entire business very closely, and the quality of service and
support we have received means that the implementation of EMIR and

EMIR’s day-to-day operation since, have both gone very smoothly.”
Mr. Martin Savage (Director) Mid-Kent Electrical.

“It's so easy for everyone to use, and all our records are 
now readily accessible within seconds. (No more searching for hours for that
lost piece of paperwork). The Finance system holds so much information that
our audit went extremely smoothly, and finally the ability to tailor the system

to our own individual needs at a very reasonable cost is brilliant.”
Ms. Chris Swan (Finance Director) Brownings Electric Co. Ltd.

“The system has allowed me to control the business much 
more effectively by reducing operating costs, and allowing 

business expansion without the expected associated 
increase in costs. But more importantly my staff would not 

change back to our old system for the world.”
Mr. Ron Ransley (Managing Director) T.A. Boxalls Engineering Ltd

“We are delighted to have found a system that is so well suited to our
business and at such a reasonable cost. We would have no hesitation in

recommending EMIR and Solutions in I.T. to anyone considering purchasing
such a system.”

Mr. Graham Brooker (Director), Wilson Electric

“The EMIR system has been superb and the company has definitely moved
forward as a result. EMIR has all the facilities to generate the reports we

need whilst the job costing and invoicing processes have been accelerated
markedly. It’s really helping to bring our company into the 21st Century.”

Paul Barnett (Commercial Manager), DORLEC Limited, Derbyshire.

Our EMIR “Standard” and “Professional” 
solutions come with on-site Training and 

Software Support as standard. 

AA Winders Ltd, (Dunstable)
ABCO Rewinds (Motherwell)
AER Ltd (Kent)
A.D.C. Electrical (Washington)
Advanced Electrical Services Ltd
(Birmingham)
Advanced Precision Maintenance
(Letchworth)
Aire Valley Electrical (Leeds)
Arfon Rewinds (Liverpool and Caernarfon)
A.S.K. Rewinds Ltd (Blackburn)
Associated Electrical Repairs (Cornwall)
Bandon Rewinds (Cork, Ireland)
Bearings and Drives (Middlesex)
Boardley and Roberts (Ipswich)
Bradford Armature Winding Co (Bradford)
Brownings Electric Company Ltd (Barking)
Burscough Rewinds (Lancs)
Central Electrical (AW) Ltd (Liverpool)
Clarich Ltd (Rugby)
Cornwall Pump & Motor Rewinds Ltd
(Cornwall)
Coulstock & Place Ltd (Doncaster)
Davies & Hall (Lancaster)
Delton Electric (Birmingham)
Detailed Services Ltd (Manchester)
DK Rewinds (Birmingham)
DORLEC (Derbyshire)
E&C Rewinds (Narbeth, Wales)
Eclipse Electrical Engineers (York)
EMR Brackley (Northants)
EMR Silverthorn Ltd (Middlesex)
Electrical Repair Services (Various,
Ireland).
Faralectric (Sheffield)
Foreman Electrical Services (Rainham)
Fulmak Rewinds (Long Eaton)
Fyfe Wilson and Co. Ltd (Bishop
Stortford)
GEM Rewinds Ltd (Warwick)
Greenwoods Electrical Services (Darlington)
H.A. Kidd Electrical Engineers Ltd (Cardiff)
Hereford Rewinds (Hereford)
Hewson and Turrell (Grimsby)

HG Rewinds (Stoke)
Heasells Electromechanical Services
(Royston)
Holt & Martin Electrical (Bury)
Houghton International Ltd (Newcastle)
JB Rewinds (Warrington)
John McNicol and Co Ltd (Glasgow)
Kirkby Lindsey Electrical Eng Co Ltd
(Hull)
Knowlton & Newman Ltd (Various, UK)
LC Kittow and Co Ltd (Southampton)
Levern Engineering (Glasgow)
Long Eaton Rewinds (Long Eaton)
Mawdsleys (Bristol)
Mid-Kent Electrical Ltd (Various, UK)
Montrose Electrical Engineering Co.
(Montrose)
MTS Industrial (Wellingborough)
Newark Electric Motors Ltd (Newark)
Park Gate & Co (Carlisle) [CALS Only]
Pumps and Motors (UK) Ltd (Barking)
Pumpseal (Southampton)
Questek Marketing (South Africa)
Rotamec Ltd (Cheddar)
Slater Drive Systems Ltd (Newcastle
upon Tyne)
SC Rewinds (Belfast)
StarDelta Ltd (Grimsby)
Stewart Rewinds Ltd (Glasgow)
S.W. Electrical Repairs Ltd (Burnley)
T.A. Boxalls (Horley, Surrey)
Technique Electrical Repairs (Kent)
Thomas, Wilch and High (Norwich)
Twenty Twenty Maintenance Services
(Slough)
Wearside Rewinds (Washington)
Webb-Elec Ltd (Birmingham)
Wilson Electric (Battersea) Ltd
W.G.M. Engineering (Glasgow)
W.H. Shoebridge Ltd (Various UK)
W.S. Henderson’s (Manchester)
Wyre Repairs Ltd (Maidenhead),
and more…   

EMIR

It becomes a busy life, as the AEMT becomes more and more

international. This is particularly so for Martin Killeen of Loughborough

College and Barry Kincade, who were given very short notice of a course

required in Miri, which is based in Sarawak, Malaysia in North Borneo.

At the IEC Ex seminar at  Shell Brunei Asia in February, Shell had

made a commitment to ensure that their equipment was being repaired

and maintained to the IEC standards.

Delegates from Sarawak Shell Berhad and Sabah Shell Petroleum

attended the course with Petra Resources Sdn Bhd, an AEMT member

prominent at servicing the equipment on oil rigs and refineries in 

the area.

The AEMT returns to Kuala Lumpur for another course in the area in

June and returns in September with a course in Singapore and then

Dubai in November.

The AEMT goes to Borneo

The four-storey building was completely destroyed and nine people died in the blast caused by a corroded 
petrol pipe.
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Brunei Shell Petroleum hosted the IEC Ex

Symposium covering the Asia Pacific Region

in conjunction with the IET, and Brunei

National Standards Committee, the event

was full to capacity. The meeting attracted

over 189 delegates from the oil industry

and service companies, a record number for

one of these events. There were delegates

from Korea, Malaysia, Philippines,

Singapore, and Thailand, as well as Europe

and Australia. The Guest of Honour, Yang

Mulia Haji Ismail Bin Pehin Orang Kaya

Pekerma Setia Dato Paduka Hj Hashim,

Deputy Permanent Secretary, Energy

Division at the Prime Minister’s office,

Brunei Darussalam, who struck the gong,

officially declared the symposium open.

Mr Chris Agius, the secretary for IEC Ex,

gave an outline of “The Importance and

Benefits of IEC Ex standards”, and also of

the new Service Facility Scheme for the

Repair and Overhaul of Hazardous area

equipment. Mr Mike Shearman from Sira

presented Mr Wirote Wannasiwaporn,

Managing Director of MARC Thailand, with

the very first IEC Ex Certificate to be issued.

Afterwards Wirote outlined the procedures

that MARC had had to go through to

become the first IEC Ex certified workshop.

This had included training for himself and

two of his technicians in Kuala Lumpur by

the AEMT.

In supporting the conference, the

Brunei Standards Committee (TECO)

realized the need to raise public awareness

and competency in the use of electrical

equipment in various flammable

environments from gas and vapour to dust.

It was further stressed that the asset

owners are responsible for the safety and

protection of their personnel and plant, and

to ensure that the electrical equipment in

their facilities are correctly designed,

selected, installed, operated, and

maintained to the recommended standards.

The case for more countries to adopt

the international IEC standards was firmly

put by Dr Thorsten Arnhold of Sthal with

references to “The world is flat,” and by Ms.

Kim Lim from MTL, Singapore. “The world is

flat” examined the major shifts being

caused by globalisation, and the flattening

out of world trade with the examples of

outsourcing call centres to India,

manufacturing to China etc. However the

problems and expense of obtaining the

correct local standards approvals for a

number of countries around the world still

left a very long way to go before a level

playing field would be reached, and was

extremely costly. At the moment Australia

led the way in accepting the IEC Ex

standards for hazardous area equipment,

with many other countries accepting IEC Ex

testing as a fast route into their markets.

Europe is now adopting most of the IEC

The IEC Ex
Symposium,
Brunei

Traditionally many buildings in Brunei are still built on stilts.
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Shell Malaysia Exploration and Production

highlighted similar problems with

equipment:

Physical Condition:

• Corrosion,

• Thick Paint on Enclosures.

• Damaged junction boxes and light

enclosures.

• Moisture ingress.

• Labels missing or illegible.

• Missing nuts and bolts.

Connections:

• Loose cable termination

• Wrong cable lug size

• Stopper Lugs not used.

• There were also problems with aged

facilities including missing documents

such as datasheet specification

drawings, Certificates of Conformity,

and obsolete equipment.

They had embarked on a program to

Assess, Fix, and Sustain, to ensure that all

their equipment was properly maintained

and repaired, by competent personnel. “The

management of Ex Equipment” in Brunei

Liquefied Natural Gas (BLNG) by Awg Nazrul

Hizam Ahmad followed this.

In the following forum a major problem in

the tropical areas with enclosures was

highlighted particularly with lighting. These

could become very hot during the day and very

cool at night. This created a vacuum, which

sucked in the very humid air. They did not feel

that the standards of testing carried out on the

Ingress Protection of equipment, took into

account the problems met in the region.

They also highlighted concerns over

refusal to repair UL equipment, which had

been repaired outside the UL system, and

asked if the same problems would occur in

the IEC Ex Scheme. He was assured that

any motor not covered by UL could be

repaired to the standard or certificate by

any competent workshop using 60079 19

and the relevant standards or certificate. It

standards and homologating them into their

own national standards. However products

still have to conform to Atex, an issue that

IEC is working on, with most Atex

requirements now embodied into the 

IEC standards.

It was refreshing to hear members 

from Brunei National Standards (TECO)

agreeing with the benefits, and to make the

adoption of IEC standards a national

priority, and to become more involved in 

the IEC Standards work.

There were some very constructive

presentations, one by Mr Goh Koh Lai, Head

of Electrical Maintenance for Brunei Shell

Petroleum, on the importance and

consequence of Ex Equipment, including its

technical integrity, and the rectification of

faults to bring equipment back to the

required performance standards. 

After a major examination of their plant in

the area, including offshore rigs, the

main concerns were:

• No Earth Connections.

• No Certification or Equipment labels.

• Unreadable certification and equipment

labels.

• Unsatisfactory Eexd construction

integrity, and surface condition of

equipment.

• Improper or missing cable glands.

• Incorrect Ex certified equipment being

used in the incorrect classified Zones.

• Poor ingress protection. (IP)

• Faulty Equipment.

• Flame paths: Width of joint difficult to

measure or already corroded.

• Remedial work: There were also missing

fixing bolts, cable ties, missing gaskets,

and seals to be replaced.

Having identified the main problem areas,

they had embarked on a major rectification

program, as well as a continuing review and

improvement program, to lead them

towards technical excellence for Eex

equipment.

The problems raised by missing and

damaged labels, or labels covered with

layers of paint on Ex equipment were

discussed in detail during a forum.  The

general rule used by manufacturers and the

AEMT is that the motors should not be

reused in an Ex Zone unless there was

positive proof of the motors identity and

repair history. Most manufacturers will not

issue a replacement label.

Traditionally in the UK, repair workshops

have removed Ex labels when returning

motors to customers if the motor, pump or

whatever, no longer meets the original

hazardous area standards required. Chris

Agius, secretary of IEC Ex, felt that motors

could be repaired within IEC 60079 19, if the

identity of the motor could be established to

link it back to the relevant standard and

certificate. A complete examination of the

motor would need to be carried out to ensure

that it met all the criteria of the standard,

and/or certificate, before a new label could

be attached to the machine.

The following talk by Mr Bunyak

Lunyong Ahmed on the Inspection and

Maintenance of Ex Certified Equipment in

Mike Shearman of Sira, who presented Marc Thailand with the first IEC Ex Service Centre Certificate.

Allan Ogden of Baseefa with Chris Agius, Secretary for IEC Ex, and Dr William Voon of Brunei Shell.

Wirote Wannasiwaporn, MD of MARC in Thailand, outlining his route to the first IEC Ex certificate. MARC are a
member of the AEMT.
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was always desirable to have the complete

history of any repairs to an ex motor, but it

was not always available. 

Any UL motor that had to remain within

the UL scheme would still need to be repaired

by a UL approved repair workshop. This would

be particularly so if there was a likelihood of

the equipment returning to America, or a

requirement of the insurance company. If the

item did not require UL certification now or in

the future, then it could be repaired to the

American standard or certificate using

IEC60079 19 providing the applicable

standard or certificate was available.

During a forum at the end of the

meeting Paul Ganeshwaran of Wehaya said

that it would not be easy for a repair

company with little experience of ex repairs

or procedures to obtain IEC Ex certification.

Their company had had to take on

employees with that knowledge, and now

had three specialists for repairing Ex “d”, Ex

“e”, and Ex “n” motors. He did not feel that

existing companies in the region would be

able to obtain IEC Ex certification in a

matter of months, if they were not already

conversant with the repair of Ex equipment.

He added that it had taken them two and a

half years to obtain the necessary skills,

systems, equipment etc. Wehaya from Miri

in Malaysia had been presented with the

second IEC Ex Service Centre Certificate at

the beginning of the symposium.

During the meeting there was a tour of

Shell Brunei’s training workshops, the

facilities were very comprehensive,

including a number of test jigs for

electricians and maintenance staff. These

facilities are continually being improved,

with a much greater importance being

attached to competency-based training. 

At the end of the conference there was

a very constructive forum led by Dr William

Voon, Shell Principal Technical Expert for

Electrical Power Generation. This explored

the way forward for Shell and the

companies in the area. Shell is committed

to Ex personal competency training, and the

adoption of the IEC Hazardous Area

Standards particularly IEC 60079 19 on

repairs, IEC 60079 17 on Maintenance, and

IEC 60079 14 on Electrical Installations.

These would become the main tools for

helping with their risk management of Ex

equipment in explosive atmospheres.

Since the symposium the AEMT has held a

Hazardous Area Repair Course in Miri,

Sarawak, and is holding another course in

Kuala Lumpur in June, followed by

Singapore in September. 

www.aemt.co.uk

www.iecex.com

Part of the Brunei Shell training facility for electrical equipment.
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It is interesting when a company grabs hold

of one of the main problems of an industry

and becomes successful, because it finds

and perfects the solution.  It gains business

where others have run away, or blighted

themselves with problems.

Hidrostal is such a company who

pioneered the screw type centrifugal impeller,

also known as the spiral vane.  The pumps are

now primarily manufactured in Switzerland

for a world market.  In the UK their head

office is in Newbury, with a Northern office

and service centre at Sherburn-in-Elmet,

close to the A1 in Yorkshire.

The company is well known for being

experts at sludge pumping, but is justly

proud of its record for perfecting the difficult

task of pumping unscreened sewage, which

it has spent nearly 40 years developing.  

The main advantages come from the

screw impeller which is coming into its own

because it is a high efficiency system saving

up to 50% of the energy required for other

conventional systems.

The screw centrifugal impeller does not

clog easily, even when rags get into the

system here is enough room in the pump

screw to avoid jamming and costly

downtime, in fact they claim that it is the

best non clog pump on the market.  The

impeller geometry ensures the free passage

of any solid materials in the liquid, even

rags and fibrous material.

The shape of the impeller also

promotes self cleaning.

To maintain their efficiency, the pumps

can be easily adjusted, normally once a

year; the adjustment includes externally

adjusting the hard iron liner or wear plate.

The materials used are resistant to

corrosion and wear.   When combining the

ease of maintenance with the low down

time and high efficiency you land up with a

pump with a low life cycle cost.

The pumps combine the best properties

of the centrifugal pump with the advantages

of the positive displacement pump as such

they are particularly suited to high viscosity

fluids, and viscous sludges.

The screw action is also very gently

causing little turbulence, and is a sign of it’s

efficiency.  There is very little shear of the

pumped medium.  This can be very

important where the liquids do not want to

be agitated which could cause

emulsification of liquids such as oil on

water.  This property becomes even more

important when delicate handling is

required for pumping live fish.  The 900 mm

pumps are even used to help pump salmon

up cofferdams, and there was even a claim

that a live piglet passed through one of the

pumps and lived to tell the tale!

The company also makes aerators for

fish farms, and uses a similar system to

clean storm tanks, and auto desludge.

Having overcome the problems of

pumping the most difficult substances

[even fruit and vegetables] pumping clean

water is no problem and also gains from the

efficiency of the pumps.  They make a range

of submersible, immersible, and axial flow

pumps.  They also make chopper pumps

and end suction pumps.

Their self-priming diesel pump is called

Betsy and is popular as a hired system; a

similar packaged system can also be driven

by an electric drive.

As Hidrostal goes from strength to

strength, it proves that it is well worth trying

to solve the most basic problem of the rag

stuck in the impeller, and when the solution

proves to be highly efficient and reliable as

well, it must be a winner! 

For a full list of their specialities look on

their web site on www.hidrostal.co.uk.

Hidrostal
Pioneers in pump technology

Journal aemt

Above: Pumping fish from one tank to another.

Right: The cross section of a typical Hidrostal
screw impellor

A Hidrstal Betsy diesel pump at Kings Cross.

Tank aerators.

The main chamber of the Rhyl storm tank showing the foul and storm pumps.
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Time can go very quickly sometimes, it

seems as though Quartzelec opened their

new branch in Swansea last year, but it is

now nearly two years since their official

opening in 2006. The former Cegelec

moved into a brand new, purpose built,

20,000 square foot workshop, as featured

in the AEMT Autumn 2006 Journal. At the

time of its opening, the workshop had

barely turned out its first job, in fact it

was pristine!

Just over a year later in November 2007 the

company changed its name to Quartzelec

following a management buy out from their

French parent company. The purchase was

headed by Daniel Laval, who had previously

been Managing Director of Lee Beesley

Deritend, as well as GTIE Thermique, and

Controlmatic, he teamed up with the

Company Directors and the General

Managers of each UK branch. The

established UK branches are in Aberdeen,

Grimsby, Hamilton, Manchester, Rugby,

Sheffield, Swansea, and Wrexham. With

over 500 employees, and a turnover

exceeding £50 million, it is one of the

largest electrical engineering companies in

the UK. They operate in four distinct areas:

High Voltage Services, Rotating Machines,

Building Services, and Electrical and

Instrumentation.

Quartzelec’s origins go back a long way,

starting with BTH in 1886, AEI in 1929, GEC

in 1967, GEC Alsthom in 1989, Alstom in

1998, and finally Cegelec in 2001. With

such a pedigree, Quartzelec is still capable

of carrying out repairs to many of these

machines regardless of age, and still has

the original design data for much of this

specialist equipment held at their head

office. This heritage gives them an enviable

base of Medium Voltage, High Voltage, and

large DC work. 

Not surprisingly they receive a large amount

of work from the power generators, water

authorities, and major industrial companies.

They are a preferred supplier to Corus in the

UK. On the electrical contracting side they

have the pedigree and the combined

expertise inherited from Scottish Power,

Manweb, and Norweb contracting.

With all of this happening, the new

Quartzelec workshop in Swansea has

Quartzelec
A new name with a very impressive past

With such a
pedigree,
Quartzelec is still
capable of carrying
out repairs to many
of these machines
regardless of age,
and still has the
original design data
for much of this
specialist
equipment held at
their head office.

The IRD balancing machine area.
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bounced well and truly to the front of the

premier league, setting the standard for

leading workshops internationally. What a

workshop! Many members would give their

eyeteeth for any two jobs in the building,

and the building was filled with top quality

work.  As often happens with new

premises, they have experienced a

dramatic increase in business, and they are

now beginning to reap the benefits of being

a world-class facility.

Planning the move of a major workshop

and not letting down any of their clients is a

huge logistical problem. It is a great credit

to the enthusiasm of Peter Owen and his

staff that it was accomplished to plan, and

phased over a six week period.

The workshop consists of two large bays

with Demag 20 tonne overhead cranes and

work flowing around the U shape layout.

There is a large pit just inside covered by

metal sheet doors when not in use, for

dismantling and repairing transformers.

There is also a substantial mechanical

repair section, offering full support for a

range of machine sizes, with a number of

big lathes, and milling machines, etc. Next

to the machining area in the centre of the

workshop is a well equipped, fenced off bay

for carrying out balancing. With such a

pedigree the standard of work is to the

highest quality, with a highly skilled

workforce to tackle any Low, Medium, or

High Voltage machine, or DC machines.

The wire and coil winding area is at the

back of the next section, with a large

number of stators and armatures in various

stages of rewind, the work then passes

back to the dip tank, which is approximately

3 metres square at the top, and semi sunk

into the floor. The opportunity was taken

during the move to change their varnish to

the AEV Aquameg water based varnish. Not

only is this environmentally friendly, but it

has eliminated any volatile substances,

which were always a Health and Safety risk.

No thinners are required (just add water)

and the better viscosity of the water base

leads to better penetration, and less

wastage. Although a little more costly than

traditional varnishes, by the time you take

into account some of the advantages of the

water base, it becomes a viable economic

decision as well as a preferred “green

choice”.  Following the assembly process

there is a very comprehensive test bed for

the type of HV and DC machines they see.

The repaired equipment can then be

loaded onto their vehicles via the 

adjacent door.

Many of the machines in the workshop are

removed and reinstalled under long-term

service agreements. These vary from

performance based contracts, lifetime care

Peter Owen, Branch Manager of Swansea, and David Beresford from Preformed Windings in front of the coil winding area during the AEMT visit to the workshop. An armature undergoing work on one of the company’s long lathes.

Details being taken on an armature being stripped for rewind.

David Crowley of E and C Rewinds admires the
workmanship on an armature being rewound during
the AEMT visit.

Peter Owen in the workshop.

A Baker ST212E High Voltage Flash Tester next to a Power Station, Boiler Feed Motor rotor due for rewind.

A reconditioned GEC armature awaiting reassembly.
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and maintenance packages, to basic

annual inspection and risk management.

These are backed up by the 24/7 support

service and immediate breakdown

response. 

Their site service capability is also very

comprehensive, and because they repair

some very large machines they have solved

many of the problems associated with

repairing machines on site, including

mechanical repairs, and commutator

skims.

Through their mechanical and electrical 

on-site diagnostic ability, they are able to

carry out predictive, and preventative

maintenance on machinery looking at all

aspects of performance. This includes

Laser alignment, Thermography, in-situ

balancing and vibration analysis, as well as

on-line and off-line condition monitoring. 

All of this can help to produce remnant life

assessments for particular machines. 

Quartzelec has shaken off an era when

heavy electrical engineering was not God’s

gift to the bank manager. They are now a

successful and profitable company under

the guidance of an enthusiastic

management team. Daniel Laval, the

managing director, sums up the key to their

current success:

“We now have a number of competitive

advantages but the key factor in our

progress has been our people. I believe

that their knowledge, and technical

expertise is unrivalled in their specialist

fields. A highly skilled workforce that

understands the competitive environment,

and is clearly focused on helping to deliver

customer satisfaction.”

With machines from the original companies

still operating around the world, it makes

perfect sense to spread their wings to

service these machines. Quartzelec have

already opened a new base in Abu Dhabi,

and in order to increase their business in

the Asia Pacific region, have opened

facilities in Malaysia. The company is really

beginning to fly again!

A motor having just been received for test.

Glyn Morris, of Quartzelec and Vernon Fletcher of Preformed Windings examine the coils of an rotor in front of
the semi sunk varnish tank, during the AEMT visit.
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When considering the varnish options

available to comply more easily with the new

DSEAR regulations, repair shop managers

have a number of options available. The two

main contenders are water based varnishes,

and solventless resins.

To reduce the risk of any sort of

explosion in the workshop, the elimination

of Volatile Organic Compounds (VOC) from

impregnating varnishes has to be a big step

forward. The water based varnishes have

been widely promoted for achieving this,

however this may also be achieved with

100% reactive solventless resins. These are

regarded by many as being even more

environmentally friendly than water based,

when looking at the ‘Big Picture.’

Unlike the water based varnishes,

solventless resins are certainly not new. The

first solventless varnish was formulated before

the end of the second World War by Hadfields

in Merton, working closely with Marconi and the

Ministry of Defence. These varnishes were so

successful that derivatives of them are still in

use to this day, particularly by certain

transformer manufacturers. These varnishes

were formulated from the particular resins and

oils in use at that time, but contained no

solvent.  However, unlike today, their use was

restricted to static windings due to their high

viscosity, slow cure, and very low bond strength.

In the 1950s Dr. Beck and Co in

Hamburg developed an unsaturated

polyester resin, which addressed two of the

three above deficiencies, having quick cure

times, and good bond strength. This early

polyester resin contained styrene, a smelly,

volatile, and flammable monomer, which was

released into the atmosphere in substantial

amounts during the impregnation process.

With lots of Volatile Organic Compounds

here, more work needed to be done to meet

the current expectations.

In the 1970s, John C. Dolph & Co of

Monmouth Junction, USA, , developed an

unsaturated polyester resin in which 

styrene was replaced by another monomer,

which solved all of these problems. This

company has become a world leader in

Solventless Resin Technology, and are now

part of Von Roll. 

With an even greater focus on the

Environment, many in the varnish industry

predict that solventless resins will outgrow

water based varnishes in the future. The main

reasons for this, relate to the impregnation

process and the effect on the Environment.

The three main advantages are:

1. The lower use of energy in production,

which also reduces the manufacturing

costs and the greenhouse gases

produced during the process. This is

also true of the curing cycle. The

evaporation of solvent or water causes

cooling, a drop of methylated spirits on

the back of the hand will quickly

illustrate this. Both solvent based and

water based varnishes contain

elements, which must be evaporated

during the baking cycle to allow the full

cure of the resin. The heat up time plus

the curing time for windings

impregnated with either of these two

types of varnish is longer than that for

100% reactive solventless resin. Due to

the latent heat of vaporisation of water,

water based varnishes require more

energy for evaporation, and normally

require a longer time in the oven than

solvent based varnishes. Care must

also be taken to ensure that no residual

water remains in the slots and that

there is no effect on insulation

resistance with tight windings.

2. Resin is a compromise medium, hence

the different types of insulation. It

replaces air inside the winding during

the impregnation process, and provides

adequate electrical insulation on curing.

It dissipates the heat generated by the

wound component during operation, and

also minimising any vibration. 

The reactive resin content of the varnish

is therefore very important where

thermal conductivity is required, and

maximum winding fill is the key. It has

been shown that a winding impregnated

with 100% reactive solventless resin

runs 10°C cooler than an identical

winding impregnated with solvent based

varnish, which normally contains 50%

reactive resin. This is purely due to more

resin being retained by the winding. 

3. With High Voltage windings, in particular,

the elimination of voids inside the winding

is vital to prevent localised ionisation. This

leads to the coils burning out, and almost

certain breakdown of the motor. In theory

at least, 100% Reactive Solventless Resin

is the best way to completely fill the

winding, not only reducing the running

temperature and maintaining efficiency,

but also preventing the formation of voids

and subsequent ionisation.

In conclusion, John C Dolph (available from

PAR) argue that 100% solventless reactive

resins are the most environmentally friendly

insulation system, saving energy both in

manufacture, during the curing process,

and during use. As well as eliminating the

explosion risk posed by impregnating

varnishes in the workshop.

As the greater part of electricity

consumption world wide is due to the huge

and ever increasing use of electric motors,

any small increase in efficiency per unit

motor will accrue a large benefit to the

Environment, and the elimination of VOC’s

will make life a lot easier in the workshop.

PAR (Insulations and Wires) Ltd.

www.par.gb.com

John C Dolph company: www.dolphs.com

HI-THERM® Varnishes
A range of solvent borne impregnating varnishes for use in dip & bake applications.

� Cost effective
� Flexible curing cycles
� High bond strength
� Superior moisture & chemical resistance

AQUA-THERM® Varnishes
A range of water borne impregnating varnishes for use in dip & bake applications.

� Environmentally friendly
� Low VOC emissions
� High bond strength
� Good tank stability

DOLPHON® Potting Resins
A range of epoxy, polyurethane & polybutadiene resins for the potting, casting,

impregnation & encapsulation of electronic components.

� Ranging from very flexible to rigid finishes
� Excellent thermal conductivity
� Good adhesion with excellent moisture & chemical resistance
� Available with a wide range of viscosities

SYNTHITE® Varnishes
A range of air-drying finishing varnishes & enamels for use via brush, dip or spray.

� Rapid processing
� Excellent conformal coatings
� Superior moisture & chemical resistance
� Available in convenient DOLPH – SPRAY® aerosols

DOLPH-SPRAY® Aerosols
All SYNTHITE® air-drying varnishes are available in aerosol form.

� Easy application
� Fast coverage
� Convenient for site work
� Variety of colours & finishes

DOLPHON® Resins
A range of solvent free impregnating resins for use via dip, VPI, trickle or Roll-through.

� Environmentally friendly
� High flash point – low fire hazard
� Low VOC emissions
� Excellent bond strength at high temperatures

John C. Dolph Company
Leaders in insulating products for the
electrical and electronics industries

Sole UK Stockist & Distributor

Foxwood Close, Foxwood Industrial Park,
Sheepbridge, Chesterfield, Derbyshire, S41 9RB, UK
Tel: +44(0) 1246 261 828 Fax: +44(0) 1246 261 830

sales@par.gb.com www.par.gb.com

Setting the Standard in

Distribution

P.A.R.
Insulations &Wires Ltd

Foxwood Close, Foxwood Industrial Park,
Sheepbridge, Chesterfield, Derbyshire, S41 9RB, UK
Tel: +44(0) 1246 261 828 Fax: +44(0) 1246 261 830

sales@par.gb.com www.par.gb.com

VENTILATING FANS
� From IEC 56 – 355 Frame sizes
� Various types & profile of fan available
� Available in Plastic & Aluminium
� A range of bore sizes with/without keyways to fit a

variety of shafts

FAN COWLS
� From IEC 56 – 355 Frame sizes
� Manufactured from steel & supplied primed with fixing holes
� Available in standard depth & extra deep for brake motors &

forced ventilators

TERMINAL BLOCKS
� From M3 – M20 thread sizes
� 6 pins, complete with nuts, washers & bridge links
� UL Approved & economy blocks available

THERMAL CUT-OUTS
� From 80 - 180ºC
� From 1.6 – 16 amps
� Temperature & current sensitive

PTC THERMISTORS
� From 80 - 190ºC
� Available in singles & triples
� Rapid response protection for electric machines

CAPACITORS
� Available in Motor Run & Motor Start
� Available with faston tag terminals or leads
� Range of voltage and Micro Farad ratings

HEATER TAPES
� Prevents the formation of condensation when the motor is off
� Available in a range of lengths & power ratings
� EX Approved for use in flameproof motors

CABLE TIES
� Available in standard non-releasable ties & releasable twist ties
� Manufactured from tough Nylon 6.6
� UL Approved to UL 94 V-2 flame retardancy specification

CABLE CRIMP TERMINALS
� A range of insulated copper terminals, lugs & splices
� from 0.50 – 1000mm2 conductor sizes
� Crimping tools also available

CABLE MARKERS
� A range of adhesive & clip on markers
� Various markings
� Resistant to salt water, detergents, fuels, oils & solvents

(Adhesive type)

Associate Company of

P.A.R.
Insulations &Wires Ltd

Setting the Standard in

Distribution

DSEAR and that varnish tank
Is water based varnish the only answer?
Tom Carter, Chemist / Technical Sales, at P.A.R. (Insulations & Wires) Ltd. reviews the pros and cons of

100% Reactive Solventless Resins against water based varnishes.



Bali was in crisis. Streets were in darkness. The tourists were sweating. 
No AC in the tropics means hot, uncomfortable, nights. 
Bali's power producers needed a solution. So they turned to us.

We serviced and rewound 4 x 5.5MW 11kV alternators in-situ at their Kuta plant. 
Within 4 months Bali's hottest resort was once again the coolest place in the world 
to kick back, surf, and sip ice cold Bintang.

Houghton International are the UK's 
fastest growing, most customer 
focussed, electric motor and generator 
repair company.
 
We service the power, rail, water, industrial, 
mines, offshore and heavy engineering 
sectors.  We specialise in fast-response 
emergency repairs, both on and offshore, 
with an offer stretching from small 

automation motors through to power 
station sized generators. 
 We currently export our products, 
services, knowledge and expertise to 10 
countries worldwide. We also provide 
turnkey solutions for the design, 
installation, commissioning and life cycle 
servicing of motor/drive systems; 
generators, and; general electrical capital 
projects. We sub contract repair and 

maintenance expertise into general 
industry, and provide consultancy and 
engineering support for developing new 
business opportunities in the UK and 
overseas.

Tel: +44 (0)191 234 3000
Fax: +44 (0)191 263 7873
www.houghton-international.com

Keeping Bali cool.

HiRES HiVAX HiFLEX HiBRID

The Complete Range for Rewind and Repair

Whitelegg Machines Ltd, Beare Green, Dorking, RH5 4LQ

Whitelegg have a complete equipment range for the motor rewinder and repairer together with
parts, components and full technical support. 

WM4000
• Fully automatic PC controlled and

inverter driven  winding machine. 

• On-screen winding graphics 

• Winding database includes transformer
and DC coil programs 

• Automatic layer winding and accurate
indexing position between coils 

• Automatic stop for wire breakage 

Speedfit Bearing Heater 
Easy and rapid bearing fitting at an
excellent price

• 3 different sizes available 3, 4 and 8 kW 

• For bearings up to 300 mm diameter.

• Midi 3 kW version incorporates timer
and power control for small bearings 

• Bearings heated in a few seconds

Motatest
• Unique comprehensive battery powered,

motor tester immediate go/no
go indication 

• 4000V DC test 

• Winding resistance test 

• Up to 10 different tests
possible 

This is a superb low cost test
apparatus ideal for portable and
bench use

RJW Bearing/pulley extractor 
• 50 or 100 ton hydraulic power 

• Electrically adjustable working height 

• Very robust construction 

• Optional beam for pushing
bearings/couplings onto shafts 

• One man operation 

tel: 01306 713200  email: sales@whitelegg.com  www.whitelegg.com

Call or email our sales office for immediate information and quotes.

www.siracertification.com

IECEx Service Facility
Approval Scheme
Accreditation for Service 
Facilities in the Ex industry

Sira is the first IECEx Certification Body in the world to be

issued with the IECEx certificate of approval under the Service

Facility Programme, allowing us to offer the assessment and 

on-site audit of organisations that provide a Repair and Overhaul

service to the Ex industry.

IECEx Scheme developed with active 
participation from Sira.

Links with other Sira Certification Schemes  
- Competence Professional & EASA Training 
& Competence Assessment.

Scheme is applicable to facilities working with 
all types of ATEX/IECEx & other certified Ex equipment.

Gives the Service Facility a competitive advantage 
in the marketplace.

Assessments carried out against IEC 60079-19, 

in accordance with Scheme rules IECEx 03

Sira QA Services
• ATEX QAN &  IECEx QAR

• QA ‘Healthcheck’

• ISO 9001: 2000 Assessment

• Training & Technical Advice

For more information about the scheme please contact Sira

The Accredited Way to Repair

Tel: +44 (0) 1244 670900
Email: qa@siracertification.com
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It is six years ago since Taylor and Goodman

were taken over by Peter Ryder, the

managing director, and Maurice Haynes, the

financial director. Since then the company

has changed into a leaner, more efficient

enterprise, with a totally different set of

business principles. Peter Ryder gained his

experience at Lewis DMR in Acton.  Lewis

DMR merged with BERL to become Lewis

BERL in 1998, and a close partnership was

formed between Peter Ryder, then the

Commercial Director, and Maurice Haynes,

the Financial Director. Within a year Lewis

BERL, became part of Wyko EMS, however

for a company with such a short life, it is

interesting how long the “Lewis BERL” name

has lived on. Peter and Maurice stayed on in

the same positions as directors of Wyko

EMS for just over a year, but then left to set

up All Around Water, which then enabled

them to purchase Taylor and Goodman in

May 2002.

Taylor and Goodman was founded by

Harold Taylor and Stan Goodman in 1948,

which means the company has now been

established for 60 years. Instead of retiring

and resting on its laurels, it has matured

into a dynamic service company ready to

cope with the new demands of a rapidly

changing market place.

It has taken a great deal of energy to

sort out the wheat from the chaff, and turn

round such a well-established company into

a more efficient 20th. century service

provider. The word “no” is no longer in their

vocabulary. Their philosophy starts with:

“No matter what the question, we will

either be able to help, or put you in touch

with someone that can.” The company has

also broadened its range of services to

include mechanical repair, fabrication, site

services, and building maintenance. 

They have created a company, which in

Peter Ryder’s words “Ticks all the boxes,”

namely a nationwide engineering company

built on the firm foundations of 60 years.

It has a pool of high calibre technical

engineers offering immediate customer

support, and with a fast efficient service,

they promise fewer failures, less downtime,

and savings of up to 30% on costs.

Because of this they have become

particularly active in quoting for national

maintenance contracts. They use an

innovative way to manage their contracts,

working closely with their customers to

update them with the latest advances in

Taylor and Goodman 
“Powered by Reputation”

John Mellors, the National Engineering Director for Taylor and Goodman, helps Councillor Dave Hibbert cut the ribbon at the new Oldham branch with Peter Ryder, 
the Managing Director.

The well laid out new workshop at Oldham.

A special “WEG” cake made by Park Cake Bakery for the opening of Oldham, and marking 40 years trading relationship with Taylor and Goodman.
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technology, and ensure that their systems

stay in line with industry standards. With a

flexible approach, they take time to

understand their customer’s operations, so

that they can offer a comprehensive service

package to suit that individual company. 

They now employ just under 150 staff,

and have had to reconfigure the locations of

their 8 branches to enable them to service

the contracts they have gained.  Their head

office is still based in Reading, and they

now have branches in Eastbourne, Fleet,

and recently Bishop’s Stortford in the South.

A new branch in Birmingham in the

Midlands, and Huddersfield,

Middlesborough and Oldham in the North.

The Oldham branch has recently moved

from the old JP Hall premises in Edward

Street to a new well equipped workshop.

The old premises were in an Oldham

regeneration area, so the new premises

were found for them by Oldham Council’s

Regeneration Department. These were

opened in November last year by Councillor

Dave Hibert in front of a large number of

customers, and suppliers. 

Andrew Waterhouse, who used to work

for Brook Crompton, is manager of the

branch. The new workshop is well placed

within the area with ample parking for their

customers, their fleet of vans and pick-ups,

and also their staff. The new offices are at

the front of the building with a delivery door

to one side.

The building has been equipped with

two new Demag gantry cranes, with the first

5 tonne off loading from the entrance door

and travelling across the building and over

the test area. The other 3.2 tonne crane

covers the length of the workshop and

machine area, and is backed up by a forklift.

The premises are well laid out and very

light. The workbenches are in the middle

with machinery down the sides. These

include a Cincinnati milling machine, long

bed lathe, drills, Guyson beadblaster,

Bearing puller, and press. There is an alley

behind the equipment to give complete

access to the machinery, and leaving room

for shelves to store work in progress against

the back wall. Their machining facility not

only backs up their electrical repairs, but

also offers a comprehensive service in its

own right, to restore worn journals, bearing

housings, shafts, etc. with spiral welding and

metal spraying. The fabrication department

is also a stand-alone service, carrying out

such diverse jobs as floor grids, installation

of conveyor systems, handrails etc.

At the end of the building is the coil

winding area with a Samatic automatic coil

winder. The test area, at the other end of

the building close to the door, is backed up

by a range of condition monitoring

equipment, which includes Baker Test,

vibration analysis, and laser alignment for

use on site.

The branch is well placed to repair,

install, maintain, and commission, motors,

pumps, transformers, gearboxes, and

switchgear, as well as machining and

fabrication. By the gate is a nice reminder of

the company’s history with an original motor

made by the original JP Hall, who specialise

in DC mine motors, were taken over by Taylor

and Goodman, many years before.  

To celebrate the opening, the Park Cake

Bakery had made a unique “WEG motor

cake” to mark the bakery’s long working

relationship with Taylor and Goodman for

over 40 years.

The advantages of a branch network is

that the same philosophy can be followed

over a broad geographic area, offering a

wide range of services available 24 hours a

day, seven days a week. 

As a group they carry a range of stock to

service the total range of pumps including

borehole, sewage, mixers, centrifugal,

peripheral, recycling, and automatic booster

pumps. Their key suppliers are Grundfos,

KSB, and Stuart Turner. 

They carry a large range of motors and

geared units, together with the associated

control gear, soft starters, and frequency

converters, with WEG and Danfoss playing

an important roll in their supply. They also

supply industrial controls such as solenoids,

sensors, switches and thermostats. Their

electronics division handles servomotors

and spindle motors, and offers repairs to

AC/DC drives, monitors, pcb’s, power

supplies etc.

The site service teams have engineers

trained to work in confined spaces. Their

engineers have also been on the AEMT

Hazardous Area Equipment Repair courses.

Looking to the future they are using the

AEMT/JTL apprentice scheme based at

Loughborough to train up young apprentice

winders. The company regards Training and

Health and Safety as paramount and

essential elements for ensuring that the

company keeps operating within industries

top flight.

The company is keen to be able to

manage their customers’ equipment

effectively, to keep it up to date, reliable

and efficient. By building a reporting

structure around the customers’ systems,

they aim to anticipate problems, and

introduce measures to prevent them

escalating into unplanned and costly

downtime. This includes a planned

maintenance service, and planned outage

scheme, backed up by condition monitoring

so that routine bearing changes and critical

repairs can be scheduled to minimise

disruption.  By looking at the causes of

failures, they aim to find long term solutions

that will minimise breakdowns in the years

to come. This means considering all the

options with an open mind to ensure the

products suitability, and whether the

specification can be improved with later

technology.

Because of the demand from their

customers they have also built up a building

maintenance and services division in All

Around Service, providing support to other

facilities management companies. This

handles anything from a small electrical job,

to redecoration, or surfacing a car park.

Over 6 years Taylor and Goodman has

been transformed, and in the words of Peter

Ryder, the Managing Director: 

“ The continuing success of Taylor and

Goodman is powered by a reputation for

service excellence, and innovation. We

always look for the edge in terms of

solutions.”

Like many successful companies Taylor

and Goodman are being “Powered by their

Reputation” and are becoming a significant

player in the UK market. 

Taylor and Goodman
reaches trading agreement
with Fyfe Wilson
Taylor and Goodman has reached a trading agreement with Fyfe Wilson. At the beginning 

of May Taylor and Goodman relocated its Witham branch to operate from the Fyfe Wilson

premises in Bishop’s Stortford. The existing Taylor and Goodman staff are now based at

Bishop’s Stortford.

Fyfe Wilson and Taylor and Goodman will continue to operate as separate companies

under their existing management. Under the arrangement Fyfe Wilson will provide

workshop support services to Taylor and Goodman.

With the increase in Taylor and Goodman’s maintenance contracts, the trading

agreement represents a mutually beneficial working relationship for both companies, as

well as their staff and customers.

The new Oldham branch of Taylor and Goodman.

Even the smallest motor is worth rewinding if a replacement cannot be found. Aaron McDermott is on the
AEMT/JTL apprentice scheme at Loughborough.
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Grundfos appoints Taylor and Goodman
Grundfos Europump (An AEMT member and the service arm of Grundfos Pumps Ltd) has announced that Taylor & Goodman have been appointed

to be their “Approved Service Partner” in the UK from June 2008.

Grundfos is a world leader in pump manufacture with 65 companies and over 18,000 employees world wide. Its headquarters are in

Denmark and it has 6 locations in the UK supplying a diverse range of pump products and associated services. They are a manufacturer of a very

wide range of centrifugal pumps and systems for the water industry, irrigation. heating and wastewater treatment

Simon Oakes, the UK Business Development Manager for Grundfos Europump, said that “the combination of the Grundfos Europump mobile

service team of over 50 service engineers combined with the strategic position of Taylor and Goodman’s workshops, will enable easy-local

accsess to world class support. It’s this combination of field service and workshop facilities locally throughout the UK that will deliver the service

expectations of our customers”

Hansen Transmissions appoints Taylor
and Goodman as their service partner.
A new “Approved service partnership” was announced at the Plant and Works exhibition in April between Hansen Transmissions and Taylor

and Goodman. The agreement means that Taylor and Goodman will be trained to take on responsibility for the service and repair

requirements of Hansen’s S4 range of geared units. 

Gary Bills, Hansen Transmissions After Sales & Service Manager, commented “Taylor & Goodman proved to be an ideal partner due to

the geographical position of their branch network, and the close nature of their relationship with end users”.

The S4 “Easyfit” range was launched by Hansen in 2005. The unique system consists of three modules to enable the gear unit to be

assembled in a matter of minutes, with all the quality related items pre-assembled to ensure a high level of reliability. 

The larger gear units will still be serviced at Hansen’s UK Service Centre in Huddersfield. Hansen has become one of the world’s leading

suppliers of large gearboxes for wind turbines supplying four out of the leading five manufacturers with its head office and main production

facility based in Antwerp.

Pete Ryder, Managing Director of Taylor & Goodman said 

“We are delighted to be working alongside such a well established and reputable company as Hansen Transmissions. The partnership 

will benefit both companies and, most importantly, our customers, who will be able to enjoy an even better level of service for the repair or

replacement of their geared units.”

CEMB HOFMANN (UK) LTD, Unit 1, Longwood Road, Trafford Park, Manchester M17 1PZ
Tel: 0161 872 3123   Fax: 0161 877 9967  Email: enquiries@cembhofmann.co.uk
www.cembhofmann.co.uk  Contact: Colin Thomas

Gary Bills, Hansen Transmissions’ After Sales & Service Manager, hands Pete Ryder, Managing Director of Taylor & Goodman Group the “Approved Service Centre” certificate.
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When Roger Wilson joined Deritend in

Luton as an apprentice, the Soviet Union

had just launched the world’s first man-

made satellite, the Sputnik, into space. The

year was 1957. Fast forward to 2007, and

Roger has just retired after 50-years’

service with Deritend. Moreover, the

Deritend apprenticeship scheme that he

joined all those years ago is still firmly in

place, and celebrating 50-years’ of

producing the next generation of electro-

mechanical engineers. 

Roger Wilson left school at the age of

15, and went straight to Deritend in Luton

as a motor winding apprentice. Today, the

repairing and rewinding of electric motors

(up to 12 ½ tonnes) is still one of

Deritend’s primary activities, but from

different premises, the company moving to

its present Shoolbred works 5-years’ after

Roger Wilson joined the company in 1962.

The essential grounding in electrical

and mechanical engineering principles

provided by the apprenticeship scheme,

meant that Roger advanced quickly and by

1975 – still aged only 32 – he became

manager of Deritend’s Transformer Repair

section. Later, he moved into the Aviation

Windings department, which he helped in

the development process of a business,

which was recently sold to AEM.

In 1997 he was entrusted with the

implementation and operation of Deritend’s

BS5750 Quality systems, gaining ISO

9001:2000 accreditation. He then became

health and safety manager officer, and

finally, added Quality and Logistics to his

list of responsibilities.

“There have been many challenges

during my 50-years’ with Deritend, but I can

say, honestly, that I have enjoyed them all,”

said Roger. “Obviously, a lot has changed

over the last 50-years’; but the work ethic

of doing things right first time that I learned

as an apprentice, plus the fundamental

engineering and electrical principles that I

was taught by Deritend and at college, have

always stood me in good stead with regard

to understanding and adapting to change

within the business.”       

Roger’s 50-year anniversary is also

shared by the Deritend apprenticeship

scheme. To this day Deritend have two 

fully-sponsored apprentices working for

them 3-days’ a week; with the remaining

two-day’s being spent at college studying

electronics. They also have some

apprentices on the AEMT apprentice

scheme at Loughborough. Refreshingly,

Deritend do not impose any strictures on

the apprentices, as to their future

employment, upon successful completion

of their courses.

“We only want people working for

Deritend that are really committed,”

commented Mike Smith, General Manager

of Deritend’s Luton Branch. “Investing in

apprenticeships is expensive, of course,

but we choose our people carefully, and

the investment is certainly paying off,

when Deritend can be seen going from

strength to strength. To illustrate this, we

are at this moment looking at building a

new facility in Luton to cope with increased

demand from new business areas, like our

pump and pump motor repairs facility,

which are complementary to our existing

operations and enable us to transfer our

core electrical and mechanical skills into

new profitable areas.”
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DERITEND values its apprentice scheme,
but after 50 years its time to retire. AEMT apprentices  

get a brand new facility
It is extremely difficult to rebuild a site,

particularly when you decide to build on all

the roads and car parks. However

Loughborough College have now completed

this phase of a major rebuilding program,

and it has been well worth the wait.

The new workshops were opened in

February, and includes a new AEMT facility

for the AEMT/JTL apprentices. This includes

a comprehensive test bed, test instruments,

Whitelegg winding machine, cut off machine

etc. and a range of motors.

The centre was opened by Richard

Noble, who excelled by breaking the land

speed record in Thrust 2. He drove the

turbojet machine to a record 633 mph or

1019 km/h in October 1983. He then built

Thrust SCC, with twin turbofans, which

broke the record again at 766mph, 

or 1233km/h and also broke the sound

barrier, the first time this had been done on

land. Sensibly he did not drive Thrust SCC,

which was controlled by an RAF pilot called

Andy Green in October 1997. Although the

Americans normally snatch back any record

fairly quickly, this one has stayed with

Richard Noble and his vehicles for 25 years.

To produce a world record attempt is taking

engineering to its limits, and it was certainly

an honour to have the centre opened by him.

Many companies are this year taking on a

large intake of apprentices with Eriks, and

Dowding and Mills announcing their

intentions to take on a healthy number of

apprentices this year. 

Apprentices for this year’s intake should

be registered with the AEMT and JTL as

soon as possible. There is still some time to

approach the careers masters at the best

local schools to ensure that you get a bright

apprentice. Many companies still have an

arrangement for work experience with their

local colleges, which can also introduce

some willing apprentices to the industry.

Please contact the AEMT if you have

taken on an apprentice, and are interested

in sending him on the block courses at

Loughborough. If you are also intending to

take on an apprentice, or need JTL to find

you one, the sooner you register your needs

with the AEMT and  JTL the more likely you

are to find a good apprentice. They are

leaving school in the next few weeks!
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ABB has welcomed the new IEC

international testing standard for low

voltage motors that will make it easier for

users to save energy by selecting the right

high efficiency motors.

The company has already started re-

testing its motor range according to the

new standard, IEC/EN 60034-2-1, and will

publish the new efficiency values in its

catalogues during 2008, as soon as tests

are completed. 

“We welcome the fact that the

efficiency measurement standards for

electric motors are becoming more

harmonised worldwide,” says Steve

Ruddell, for ABB. “We have waited a long

time for a level playing field to be

introduced.”

The new standard will tighten up

testing procedures and gives

manufacturers the opportunity to publish

more accurate efficiency values. 

Unlike the old standard, which was

partly based on estimated values, the new

one is based on actual measured values of

losses in the motor, giving more accurate

efficiency values. The measuring of

winding, rotor and additional load losses

are all affected by

the new standard.

Winding and rotor

losses will now be

based on actual

measured

temperature rises. 

The new

standard

significantly tightens

up the calculations

of the additional

load losses. These

losses are the result

of magnetic flux

created as the

motor is running. Under the old efficiency

testing standard, additional load losses

were estimated at 0.5% of the input power

at rated load. The new standard allows for

measurement of these losses. ABB will be

using this method, the most onerous, which

requires highly accurate measuring

equipment. Motor manufacturers must,

under the new standard, state in their

motor documentation how the efficiency

values have been measured.

The method used under the old

standard with estimated additional losses

resulted in total losses being estimated too

low. The new efficiency value calculated

using measured losses will, therefore, be a

slightly lower figure. The new efficiency

figure does not mean that the motor’s

design or performance has changed, only

that the efficiency is now measured much

more accurately.

Compared to other machines, electric

motors are very efficient, typically 95% for a

90 kW high efficiency motor. But the large

number of motors installed means that

even small changes in efficiency can make

a big difference to industry as a whole. Two-

thirds of the electricity used in industry is

used by electric motors. 

While high efficiency motors (EFF1)

normally cost 10-15% more than standard

motors (EFF2), this price premium is quickly

repaid by energy savings. The purchase

cost of a motor is only about 1% of its total

life cycle cost, electricity being by far the

greatest part of the cost.

Website www.abb.co.uk/energy

ABB adopts the
new motor
efficiency tests

Cutaway of ABB energy efficient motor

An ABB Nema frame high efficiency,
process performance motor.
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The high cost of plant downtime due to the

failure of an electric motor means that the

decision to repair or replace should be a

simple one; especially in view of the

competitive price and availability of new

motors. However, while this may be true for

motors of 11kW or less, the situation for

larger motors is much less clear cut. In fact,

in the higher kW ranges the repair-versus-

replace decision is quite complicated,

depending upon on variables such as

rewind cost, severity of the failure,

replacement motor purchase price, motor

size, the availability of government grants

and simple payback criteria. 

Even before the relative benefits of repair v

replacement are considered, what must be

appreciated by the motor user is that a

motor failure should also be viewed as a

systematic failure in itself. In today’s highly

pressurised environment for manufacturing

and processing, the primary focus should

not be on how to get a plant up and running

quickly after a motor failure, but how to

prevent the failure in the first place.

Prevention is always better than cure, and

regular condition monitoring surveys are

already conducted in many plants to predict

when and how a motor might fail.  Not only

does this help plant managers allow for

repairs to be carried out on a planned

basis, but it can also help avoid being

forced into taking the quickest and usually

most costly option when an impending

problem is identified. 

As all plant/maintenance engineers are

acutely aware, if an unexpected motor

failure does occur, the losses in production,

delivery problems and lost revenues can

soon spiral out of control.  The most

effective way to deal with such situations is

to have as much information about the

plant and various options available before

hand, so that the quickest and most

economic solution is immediately apparent.  

By conducting a survey of all the motors

used in a plant, noting their nameplate

information, details of the application

requirements and how important they are to

production, spare units can be purchased,

quickest/cheapest suppliers can be noted

and all the information needed to ensure a

reliable repair is immediately to hand.

Why do motors fail?
Both the condition monitoring and plant

survey should give clues to why a unit has

failed, or is failing.  Condition monitoring

surveys can include electrical, thermal,

noise, vibration and oil analysis, which can

identify contaminated windings, failing

insulation, bearings and lubrication to give

engineers vital information as to the

efficiency of the unit, as well as the cost

and timescale of repairs.  The equipment

survey, on the other hand, provides

information that allows engineers to assess

the suitability of the motor for its

application.  For example, a motor may be

burning out because of insufficient power

rating, or due to changes in the driven load

or gearing as more power or torque output

is required.  

Environmental factors should also be taken

into account, such as increased moisture

levels or ambient operating temperatures,

and the repair history of the motors can be

used for working out the life expectancy of

the unit after repair. Bearings are responsible

for over half of all motor failures, and it is

usually the result of poor maintenance

practices such as overloading, using incorrect

or excessive amounts of grease for the

application, or lack of cleaning. 

Replacement options?
To keep downtime to a minimum, standard

415V motors should ideally be kept in stock

on site, but it is becoming more common for

larger companies to have consignment

stocks left on site by a contracted supplier

to avoid the investment costs involved.  If

holding stock is uneconomic to the provider,

or motor tasks are more specialised at a

site, making an assessment of the potential

suppliers with cost comparisons will also

save time and money when the need arises.  

When repairing a motor, gaining a good idea

of what repair services are offered by a

company and the respective costs of each

level of repair can also be beneficial to

avoid unexpected costs i.e. the difference

between basic reconditioning, re-insulating,

stator rewinding, stator repair, major

lamination repair, or a new shaft.

Repair or Replace?
It is a general rule that standard motors of

11kW or less should be replaced, as they

are generally stock items available at short

notice and are uneconomic to repair;

however, testing/dismantling to find the

cause of failure is recommended.

Depending on the severity of the failure

mode, motors of 11kW and above can be

worth repairing. If the unit proves economic

to repair, that repair can be completed

quickly to take advantage of a shutdown

period or returned to site as replacement

stock. 

In an emergency breakdown situation,

though, the opportunity cost of waiting for

an analysis nearly always outweighs the

money saved through repair. Standard

replacement units in the 11-250kW range

are usually available in less than 48 hours,

so these can be a viable option. Exceptions

in the 11-250kW range include servomotors

used for high precision automation

positioning systems, and motors that have

been designed for specialist power

transmission applications. EFF1 high

efficiency and ATEX explosive atmosphere

motors can also prove to be exceptions, as

their complex designs make for expensive

replacement, but also for more costly

repairs.   Additionally, standard motors that

only require an electrical or mechanical

overhaul can also be quicker and more cost

effective to repair than purchasing a

replacement.

Standard motors of 250kW and above are

more likely to be repaired, due to the longer

lead times for these size motors. Exceptions

to this rule are when failure is catastrophic;

i.e. where bearing mounts, frames, stator

cores or shafts need replacing; but even if

this is the case, over the long term it is

often worth repairing the unit and keeping it

as a backup. Some companies can repair

motors more quickly depending on the

urgency of the job and nature of the failure;

however, extra costs may be incurred,

putting further emphasis on the need to

plan ahead.  

A survey should take into account previous

repairs, enabling engineers to find out if the

damage is isolated to the same area and

whether the repair was to the correct

standard or if the unit is again unsuitable

for the application. If the damage is limited

to these areas, and the previous job proved

economic, it is usually worth repairing the

unit for a second time, but repairing

additional damage may result in diminishing

returns.          

What are the benefits of
a repair?
If a motor has failed due to having the

wrong specifications for its job (i.e. more

output is required, it is subjected to dust,

moisture or explosive gases), an upgrade
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Providing a Repair
or Replace Service
Dave Hawley, General Manager of Deritend Industries
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repair can match the old motor to these

changed conditions.  For example; replacing

the insulation can allow the motor to

operate at higher temperatures. Moreover,

high speed bearings, lubricants and

balancing can also improve rpm

performance. It is also worth noting that

during the repair process, the cause of

motor failure can be ascertained and that

information fed back to the customer

helping to prevent a recurrence of the

problem. 

When considering whether to repair or replace

a motor, it is also worth noting that specialist

companies can also increase the efficiency of

motors during winding replacement etc,

allowing the ‘whole life costs’ of larger motors

to be significantly reduced.  By logging of this

data, and by keeping it up to date as

cheaper/more efficient replacements come on

the market, plant managers can also make

sure that the most realistic payback period is

always available. 

How to choose the best
route
Unless a plant already has an established

survey of all the motors and a sound

working relationship with both motor

suppliers and repairers, choosing the right

company to work with can be a demanding

task.  Smaller sites may have all the

knowledge required in the hands of a few

experienced employees, while larger plants

may use consignment stocks and a complex

repair schedule with all roles applied to a

few key suppliers. 

The majority of sites fall in between, with

engineers always juggling a number of

suppliers who offer the best option for one

service, but not for others.  For example, an

inexpensive motor supplier may not offer

the required support in terms of problem

solving for applications, manufacturers may

offer custom units but not conduct repairs,

and large suppliers that leave consignment

stocks may not repair units. 

Our company, Deritend Industries, repairs

or replaces thousands of motors each year,

and specialises in all aspects of motor

replacement; from condition monitoring to

conducting motor usage surveys, supplying

motors off the shelf to repairing motors of

any type or size, to installing/maintaining

the units and providing impartial advice in

all these areas. This type of service to help

customers is a quantum leap on what used

to be offered to customers in the past.

Web Sites: www.deritend.co.uk and

www.deritendindustries.com  

 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
 

 
 
 
 
 
 
 
 
 
 
 
 
 

Kenworth 

Importers and Stockists of Quality Electric Motors  

 

Divisions of Kenworth Products Ltd 
U.K Distributors for FFD, E.M.G, Electromotor and Bartec-Varnost 

Universal   
Motors 

Martlesham Heath, Suffolk 
Tel: +44(0)1473 636 102  Fax: +44(0)1473 333 277 
Web-site: www.kenworthproducts.co.uk 
e-mail: sales@universalmotors.demon.co.uk 

Honley, Holmfirth, West Yorkshire 
Tel: +44(0)1484 660 222  Fax: +44(0)1484 660 333 
Web-site: www.kenworthproducts.co.uk 
e-mail: enquiries@Kenworthproducts.co.uk 

KEM 
KENWORTH ELECTRIC MOTORS 

Products  

Three Phase 
EFF1 

Single Phase 
Multi-speed 
High Output 

Brake Motors 
EExd(e) 

Marine Motors 
Slip Ring 

Nema 
B56 Fractional 

DC Motors 
Coolant Pumps 

Forced Ventilation 

‘Smaller sites may have
all the knowledge
required in the hands of
a few experienced
employees, while larger
plants may use
consignment stocks and
a complex repair
schedule with all roles
applied to a few key
suppliers.’ 
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Bowers Electricals received an urgent call

from a customer in Scotland, advising them

that their furnace transformer had been in a

major fire, and they needed urgent help and

assistance. 

Michael Bowers, the Managing Director,

flew up to Scotland to carry out an

inspection, and soon realised that there

was no way the repair could be carried out

on site.  He arranged for the transformer to

be immediately sent down to the Bowers

Electricals’ workshops at Heanor in

Derbyshire for a full inspection and report.

The transformer was a 2500kVA

furnace unit with on-load tap changer,

weighing approximately 22 tonnes.  When

the unit arrived at the works, the general

feeling was that it would require a total

rewind, which would not be worthwhile due

to the age of the transformer. It was

originally manufactured in 1956, over fifty

years old!

When the transformer was opened up,

the fire had destroyed the on-load tap

changing gear, but the transformer windings

were in absolutely first class condition.

Bowers advised the customer that they

could remanufacture the necessary spares

to repair the on-load tap changing gear,

restove the transformer core and windings,

fully overhaul the transformer, re-assemble

and test.

The customer also sent the original GEC

MX81 vacuum circuit breaker in for

inspection, to see if it could be replaced.

The circuit breaker had

blown up when the fault

developed and shattered

into several pieces.  Bowers

were able to supply an

identical solenoid operated

circuit breaker from their

large stocks. The

replacement unit then had

to be modified with special

protection gear to suit the

system. After the repairs to

the transformer and the

replacement circuit breaker they were

returned to the customer for installation.

The transformer has been installed, and is

up and running to the customer’s entire

satisfaction. Bowers also give their

refurbished equipment a two-year

guarantee, but hopefully it should last

another 50 years!

The condition of the core and windings

of the transformer were amazing

considering their age, and Bowers

Electricals were able to advise the customer

that it did not need replacing. This saved

the customer considerable costs with the

lower repair charge, less down time, and

reduced reinstallation costs. It was also a

more satisfactory environmental decision,

due to conserving energy and materials by

recycling the existing unit.

It was also fortunate that Bowers

Electricals have recently upgraded their

facilities with a major investment program

to enable larger transformer refurbishments

to be undertaken in house. These included

upgrading the cranage, a large stoving oven,

a detanking pit, bulk oil storage, and

upgraded test facilities, ensuring that

Bowers are one of the few repairers capable

of handling this size of electrical equipment,

and turn it round quickly.  

The 50 year old 2,500kVA transformer much the worse for wear having been in a fire.

The 22 tonne transformer being returned on a low loader
after refurbishment.

Who says transformer
life is only 20 years?
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Yorkshire Water’s Rawcliffe Sewage

Treatment Works processes waste water

for the equivalent of 45,000 homes,

treating up to a maximum flow rate of

23,600m3 per day and adhering to strict

standards for safe disposal. The problem

Dave Milburn, Rawcliffe’s Site Manager

faced was that this treatment capacity

was an ‘ideal’ rather than a reality. They

were suffering from gearboxes breaking

down on the sites ten large aerators. It

was rare to have all ten working at the

same time. The problem was solved by

Brevini, who designed a reliable

replacement drive system employing

WIMES spec EFF1 efficiency motors,

inverter drives, and high-torque Brevini

planetary reduction gears.

Jon Snaith, Senior Brevini Engineer in

charge of the project, summed up the

problem: ‘We faced a number of challenges

on this project, including having to design a

retrofit solution that would fit in place of

what was already there with little or no

additional engineering. We first looked at

the failure mode of the existing gearboxes,

then designed and engineered a system to

solve these issues.’

Two aspects were key; the first was the

physical weight of the aerator paddles, up to

half a tonne each with the majority of the

weight sitting on the gearbox end bearings.

The second was vibration, caused by the

fact that the paddles were not perfectly

balanced to start with and compounded by

the effects of subsequent uneven corrosion

and weathering that is typical of these items. 

Jon Snaith added ‘Vibration is the bane

of all mechanical systems and in extreme

cases such as this it can weaken

mountings, wear out gears and cause

bearings to collapse. We started from the

mounting upwards, selecting special Anti-

vibration washers and nylon-sleeve locking

bolts to reduce the effects of vibration.  The

paddles were balanced and fitted with large

taper roller bearings to the final output

stage of the gearboxes which could take far

more punishment, up to ten tonnes thrust

load in this case.’  

All ten of the aerator drives were

replaced, with an estimated payback period of

just two years for the entire project. The wear

life even in constant operation is a predicted

100,000 hours with just simple and

inexpensive oil changes required periodically. 

Dave Milburn Yorkshire Water Site

Manager was very pleased with the outcome,

‘Since the refit there is noticeably less

vibration from the units, which are all ramped

up and down to 100% operating speed many

times a day. The commissioning was

completed within three weeks and caused no

downtime thanks to it being a pre-engineered

system that dropped into place of the original

units, an essential requirement due to the

continuous nature of this site. 

The other major consideration addressed

was the service factor on the gearboxes

themselves, the previous ones were estimated

to have been specified with a service factor of

1.7, which in this tough operating environment

and with very high usage was totally

inadequate. Brevini works on a service factor

of 7 on this type of application, the company’s

experience and accurate calculations based

on whole-life-costs to ensure the whole aerator

drive reached it’s predicted wear life before

requiring any maintenance or eventually

replacement.’

The Brevini gearboxes used were

designed specifically for arduous,

continuous applications. The planetary

design having inherent advantages over

conventional helical gearbox designs. There

is an equilibrium of forces on individual

gears so that the planet carrier is in charge

of transmitting torque only. Conventional

helical gearboxes employ a system of

bearing supported gear carrying shafts

which is where the forces are concentrated.

Planetary gearboxes have a complete gear

system that is in-line, so there are no high

torsional loads on the bearings and gear

elements - the result in an extremely long

wear-life. 

Sensors that monitor the oxygen

content of the wastewater trigger the

aerators. The 5.5kW motors supplied are

inverter driven for maximum efficiency, the

drives also allow smooth ramp-up and

ramp-down and an optimised 1440rpm

motor speed. The motors drive two

planetary stages at 20:1 reduction ratio to

achieve 70 rpm at the output shaft, rated

for a continuous output torque of

13,000nm and a 20,000nm peak

intermittent load. 

The savings are not just limited to those

made on repair and replacement cost, the

Brevini planetary gear reduction stages are

98% efficient, and a five-stage reduction

can be powered by a relatively small electric

motor working at maximum efficiency. Using

less power the package delivers an overall

efficiency of over 87.5 providing substantial

energy savings in the long term. 

Brevini UK offer a series of planetary

reduction stage gearbox designs that are

ideal for use in arduous applications in the

water industry such as scrapers, thickeners,

aerators and pumping installations. They

have been supporting a number of UK

Water Authorities with ‘engineered

solutions’ to troublesome and obsolete

gearbox drives. The company has a long-

standing history of supplying manufacturers

of new water treatment equipment

worldwide because the majority of

applications lend themselves to the low-

speed, high-torque characteristics that

make planetary solutions ideal. 

Aerator Problems
Solved At York’s
Sewage Treatment
Works

ARFON REWINDS (PUMPS, DRIVES & MOTORS)  LOCATIONS AT NORTH WEST ENGLAND & WALES

UNIT 4 STADIUM COURT, BROMBOROUGH, WIRRAL, CHESHIRE CH62 3RN

TELE: 0151 334 6808  /  FAX: 0151 346 1763  /  E-Mail: sales@arfonrewinds.com

    EXCELLENT STOCKSEXCELLENT STOCKS

    SPECIAL DISCOUNTS FOR RE-SELLERS    SPECIAL DISCOUNTS FOR RE-SELLERS

    DELIVERIES THROUGHOUT THE UK    DELIVERIES THROUGHOUT THE UK

    VECTOR MOTORS FROM STOCK    VECTOR MOTORS FROM STOCK

    REPLACEMENT MOTOR SPARES    REPLACEMENT MOTOR SPARES

    MANUFACTURER    MANUFACTURER’’S WARRANTYS WARRANTY

    CUSTOM MODIFICATIONS TO ORDER    CUSTOM MODIFICATIONS TO ORDER

    CREDIT CARD PAYMENT  OR ACCOUNT    CREDIT CARD PAYMENT  OR ACCOUNT

EXCELLENT
DISCOUNTS

PREFERENTIAL

RE-SALE TERMS

    HIGH EFFICIENCY 1 and  EFF 2HIGH EFFICIENCY 1 and  EFF 2

  ATEX  ATEX

    EEx EEx / / EExn EExn / / EExDEExD

    CAST IRONCAST IRON

  ALUMINIUM  ALUMINIUM

  MULTI MOUNT  MULTI MOUNT

  VECTOR MOTORS  VECTOR MOTORS

  BRAKE MOTORS  BRAKE MOTORS

  PAD MOUNT MOTORS  PAD MOUNT MOTORS

  STOCKING 2, 4 & 6 POLE  STOCKING 2, 4 & 6 POLE



AEMT Journal Volume 8 Issue 1 51

Journalaemt

Peter Ryder, The Southern Area Chairman,

and Managing Director of Taylor and

Goodman, has initiated a forum at recent

AEMT meetings.

Peter Ryder felt that most UK members had

been busy throughout 2007, but asked

delegates how they would survive any

potential downturn in business. 

Members were asked their opinions as to:

• Why are we busy?

• How can we stay busy?

• How can the AEMT help members to

stay busy?

The opinions of the delegates are

summarised below:

Why are companies busy?
• Most companies had diversified into

areas such as repairing pumps,

gearboxes, servomotors and electronic

equipment. They were also now involved

in site services, which often included

the removal and reinstatement of

equipment for repair, particularly if they

were involved in the motor management

and asset management. This involved

the planned maintenance of

equipment, as well as condition

monitoring to provide preventative

maintenance, and predictive

maintenance. 

• Many customers had outsourced their

engineering capabilities. They no longer

had the skills in their companies to

carry out the necessary maintenance,

and their maintenance teams were

much smaller. The service and repair

companies were filling this gap. 

• Fewer engineers had been trained in

the previous decades. The service and

repair companies now had a wealth of

knowledge, which customers and other

industries now lacked.

• Even existing repairers had less skilled

staff, and those that they had were

correspondingly more busy. Their

knowledge was being appreciated and

becoming highly sort after.

• Customers were also busy, which had a

corresponding knock on effect.

• The rapid growth of developing

countries, and the demand for new

power stations and industries to meet

their demand, had led to longer delivery

times on motors, pumps, etc.

Production capacity had been reduced,

leading to lead times of up to eighteen

months on High Voltage equipment. 

• It was often quicker to repair the existing

equipment  against replacing it. It was

also environmentally friendly, making

best use of the world’s resources by

repairing, and recycling the equipment,

and reducing industries waste.

• Condition Monitoring Technology was

now here to stay, and members

provided the widest network of

companies with vibration analysis, laser

alignment, thermography, and other

electrical monitoring equipment.

• Companies were better managed, and

had to tick all the boxes with regard to

quality systems, health and safety, and

risk assessments. They were benefiting

from an increased awareness of

hazardous area requirements, atex, and

confined space working etc.

• The repair companies were able to

advise on advances in energy savings

for motor, drive, compressor, pump, and

fan systems.  

How could companies
stay busy?
• By continuing to diversify into related

areas to meet customers needs.

• To keep up to date with changes in

environmental policies.

• To make staff training a priority to

ensure competence, and to encourage

younger people into the industry to

replace the large number of skilled

engineers over 50. 

• Good succession planning, and

recruiting knowledgeable people. 

A companies technical ability rests in

their staff.

• To be up to date with the latest

advances in technology, particularly

with regards to energy efficiency, the

environment, repair techniques, and IT

systems.

• A new generation of chief engineers,

and maintenance engineers required

good technical feedback. Repair

companies needed to move forward

with technology, if they are to be

considered as experts in their field, and

able to be industries solutions provider.

• This should include a thorough

understanding of customer’s production

and maintenance requirements and

In Challenging times
How do members stay busy?

HEAD OFFICE

12-18 Radstock Street, Battersea,

London, SW11 4AT

Tel: 020 7228 3343   

Fax: 020 7924 1887

Email: info@wilsonelectric.co.uk

NORTHERN DEPOT

Prospect Street Works, Prospect

Street, Huddersfield, HD1 2NU

Tel: 01484 548555 

Fax: 01484 548666

Email: simon@wilsonelectric.co.uk

MOTOR SALES DIGIBOOKS

www.wilsonelectric.co.uk/motors_f.exe

(1.23 MB)

MAIN DIGIBOOKS

www.wilsonelectric.co.uk/main_f.exe

(1.64 MB)

EMERGENCY CALL-OUT NO.s

Tel: 020 7233 2934

Mobile: 07769 677491

Tel: 020 8644 5627

Mobile: 07778 4477708

Tel: 020 7237 3291

Mobile: 07767 456996

Want a Repairer to Repair 
Hazardous Area Equipment

to BS IEC 60079 19?
Look no further than

The International AEMT Ex Register 
www.aemt.co.uk.

Courses on Hazardous Area Equipment 
repair held in Aberdeen, Dubai,

Loughborough, Kuala Lumpur and Singapore
see our website.
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their systems. An in depth knowledge of

these areas is generally lacking in the

service industry. 

• Ensure a very good close relationship

with customers, and fully understand

their requirements.

How can the AEMT help?
• The AEMT needs to be widely

recognised as the lead body, with all

members aspiring to the high standards

that customers now demand.

• The AEMT should ensure that members

are kept up to date with new legislation

and provide training if required.

• The Association should actively

encourage young people to come into

the industry, and make them aware of

the shortage of skilled engineers, who

will always be in demand, and have a

solid long-term future.

• The association should provide product

training and competence assessments

in each discipline, with the help of

associates and manufacturers.

• It should aim to ensure that members are

trained in the best practices for insulating

systems, and repair techniques with the

help of associate members.

• The AEMT should provide members with

a better understanding of production

and maintenance requirements using

experts in this field.

• The AEMT should help to advise members

on how to stay up to date with current

customer expectations and recommend

the types of equipment required.

• The AEMT should be more active

representing members to ensure that

they are recognised as leaders in their

fields on energy efficiency and the

environment.

• It should try to ensure that associate

members are the preferred suppliers of

member companies.

For such a short meeting a lot of ideas were

put forward by the members and associates

present. They provided a number of ways in

which the association can help its members

to stay busy. 

Members of the council agreed to

ensure that the ideas were taken forward by

the AEMT, as the best way to ensure that

members were equipped to stay busy in 

the future.

Honorary membership 
for Ian Williams B.Sc, C.Eng., M.I.E.E.
At the Midland Area meeting in Kettering, Andrew Savage of Mid Kent Electrical

Engineering Co. presented Ian Williams with Honorary Membership, in recognition of the

support and services that he has given to the Association.  He had taken over the role of

the Associations Technical Consultant from Professor David Walters at the beginning of

2003, and retired from this role at the beginning of 2007. As Andrew Savage was

President of the AEMT for most of this time, it was very fitting that he should be the one to

present the Honorary Members Certificate to him.

Ian has spanned a long career starting with a B.Sc(Hons) at Rugby, whilst working for

AEI. He joined GEC Electromotors in Blackheath, where he stayed for nearly 25 years, and

became a Chartered Electrical Engineer. Starting as a Design Engineer, he then became

their Research and Development Manager, and the Engineering Manager for Drive

Systems.

In 1991 he became the Engineering Manager for Brook Crompton at Guiseley. He

transferred to Huddersfield to become their Chief Engineer, and finally their Engineering

Director, responsible for all the Research and Development, and Engineering Design

throughout the Invensys Brook Crompton group.

With a long career, which started with the transfer of the Lancashire Dynamo and

Crypto products to GEC, and the development of the “Alpak” range, to the development

and introduction of the W series, his career spans a large part of the UK motor

manufacturing history. He also produced a number of technical papers on “Industrial

Power stepping motors”, “induction motors for inverter drives”, “the design and

application of cage induction motors up to 200kW”, and also “Why permanent magnet?”

After such a distinguished career the AEMT were fortunate to be able to provide him

with further intellectual challenges as the AEMT technical consultant. He helped a large

number of members with technical problems, and also updated the AEMT Hazardous Area

Repair course notes to incorporate Atex, and the new changes to the IEC 60079 19

standard.

Although he has been battling with health treatment for some time, he is now

reasonably back on form. He has just visited his son in Dubai with his wife Rosemary, and

they tour Britain and visit the rest of their family in their large camper van.   

Ian Williams receives his Honorary Member’s Certificate from Andrew Savage, a Past President of the AEMT.
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At the Drives and Controls show Leroy-

Somer introduced the innovative Dyneo

range. These motors display exceptional

power to weight ratios, due to the

aluminium frame, permanent magnet,

synchronous motor, construction.

To give some idea of the savings a standard

250kW motor normally weighing around

1,500 kg can be replaced by a similar rated

machine weighing just 400kg. That is a

staggering saving of 73% of the weight, and

means that the same power can be

delivered from a much, much smaller

machine! 

Before going any further it must be pointed

out that these are only suitable for use with

the matched Leroy-Somer variable speed

drive, however with more variable speed

drives being used, the large savings in

space, weight, and energy cannot be

ignored.

The motors are based on IEC mechanical

design IP55 construction for power ratings

of 0.75kW to 400kW. The power is available

from much smaller frame sizes than normal

ranging from 90 to 315 frame, and

remember this is now a 400kW motor,

meaning two to three times the power from

an equivalent sized machine. They are

approximately three frame sizes smaller

than a conventional machine.  The torque

range is from 1 to 1400 N.m with speeds of

1 to 5,500rpm. They have achieved this by

using their patented radial magnet rotor

technology, which has a dramatic

improvement on the drive’s efficiency and

specific power output. This also means that

they are significantly more efficient than the

conventional high efficiency induction

motor. The motors are more efficient than

Eff1. This efficiency becomes even more

pronounced at lower than nominal speeds,

and ensures a rapid payback, often less

than a year.

The very nature of the machine means that

it maintains its torque and efficiency over a

very wide speed range. This can eliminate

the need for gearboxes, increasing the

efficiency of the complete drive system by

an even greater amount. 

The LSRPM series are modular in

construction so that they are easily adapted

from foot mount to flange mount, or face

mounting configurations, making them

highly adaptable for replacing other

machines. The savings in space and weight

will also make it far easier to lift and

manoeuvre into place.

Finally the low losses of the magnet rotor

technology reduces the operating

temperature, which means that the

bearings have a much easier life and

require maintenance less often.

The Dyneo PM overcomes a number of

limitations that companies have previously

been bounded by. With such an innovative

leap into new territory, the Leroy-Somer

Dyneo, becomes a very interesting option to

consider.

Journalaemt

Leroy-Somer
introduces Dyneo
Innovative permanent magnet solutions
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