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Hotline 106’s theme “Why use contract
heat treatment?” resurrected an oft-posed
question: do manufacturers know the true
cost of heat treating in-house?

The Contract Heat Treatment Association
gave priority to addressing the question
way back in its early years. A 1975 
CHTA publication, offering guidance to

engineering companies operating their
own processing facilities, featured the
exercise reproduced below.
Nowadays, we might be inclined to factor
in other costs such as those associated
with modern QA systems, health and
safety, environment and training. Doing so
renders the concluding message even
more valid!

What cost in-house
heat treatment?
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Why CQI-9?
In conjunction with Heat Treatment 2000 Ltd,
their consultant John Piggott (Partners in
Change Ltd) answers some questions about
the new CQI–9 self-assessment quality-
assurance system for automotive parts.

Heat Treatment 2000 Ltd have been
approved to ISO/TS 16949:2002 for several
years. The philosophy of continual improve-
ment has been incorporated, emphasising
defect prevention, reduction of variation and
elimination of waste throughout the supply
chain in their quality management system,
based on the fundamental requirements of
ISO/TS 16949:2002. 
These are also the basic goals of CQI–9.
Combined with the relevant quality manage-
ment system and specific customer
requirements, it defines a common heat
treatment system for automotive production
and service parts. In addition, it provides a
transparent assessment process. 

Who issued CQI-9?
Involving vehicle manufacturers and
suppliers, the Detroit-based Automotive
Industry Advisory Group (AIAG) published
CQI-9, “Special Process: Heat Treat System
Assessment” (HTSA), last year.
The document was prepared by a core group
which involved representatives from: Textron
Fastening Systems Co., DaimlerChrysler
Corporation, Metaldyne, Bodycote Thermal
Processing, Ford Motor Company, TRW Inc.,
General Motors Corporation; additional
supporting members include: BSI Americas
Inc., ZF Friedrichshafen AG and Induction
Services Inc.

What heat treatment processes are
covered?
CQI-9 is applicable for ferrous and aluminium
heat treatment processes, including
induction heat treatment of ferrous materials,
wherever they occur. Specific ferrous treat-
ments listed are: carburising; carbonitriding;
carbon restoration/correction; neutral hard-
ening (quench and temper); austempering;
martempering; tempering; precipitation
hardening/ageing; nitriding (gas); ferritic
nitrocarburising (gas or salt).

What are the key parts of CQI-9?
The HTSA has four sections, as follows: 
● Section 1: Management Responsibility

and Quality Planning.
● Section 2: Floor and Material Handling

Responsibility.
● Section 3: Equipment.
● Section 4: Job Audit.
Supporting these questionnaires/checklists
are process tables detailing the requirements
for:
● Process and Test Equipment.
● Pyrometry.
● Process Monitor Frequencies.

● In-Process / Final Test Frequencies.
● Quenchant and Solution Test

Frequencies.

Is there a conflict with ISO/TS
16949:2002?
No. It supports ISO/TS 16949:2002 and the
automotive process approach.

Why do it?
Fully implementing the CQI-9 HTSA will
demonstrate that the heat treatment process
has the ability to provide heat-treated
products meeting customer requirements
consistently. Meeting the entire customer
requirements and having an effective con-
tinuous improvement activity to reduce
variation will ensure that customer satisfac-
tion is maintained.
Heat treatment processes are carried out on
many critical components. Failure to meet
the specification could result in failure of the
part, which in turn could affect safety, with
resultant product recall.

Do the vehicle manufactures
support CQI-9?
A review of the current customer-specific
requirements indicates that CQI-9 is 
already a requirement for two global vehicle
manufactures and tier-2 suppliers already
have to meet the requirement. 

How frequent are the assessments?
Assessments should be carried out annually
unless specified by the customer. As a
customer-specific requirement, it can be
expected that it will be part of the ISO/TS
16949:2002 assessment and will be treated
as any other customer-specific requirement. 

If an organisation outsources heat
treatment applications, is CQI-9 still
applicable?
Yes. The organisation is still responsible for
providing technical leadership with their sub-
contractor. Checklists must be completed for
all outsource locations.

What approach should be used in
implementing CQI-9?
To get the answer, this question was put to
John Walsh, Quality Director of Heat
Treatment 2000, who is in the process of
ensuring that they meet the requirements of
CQI-9. He identified four steps:
(1) Carry out a gap analysis and take action

on the areas requiring improvement. In
order to ensure that an effective and
efficient gap analysis was performed,
Heat Treatment 2000 found it beneficial
to use the help of a consultant. As they
already have ISO/TS 16949:2002, the
gap analysis demonstrated that many of
the questions raised by HTSA had
already been covered. 

(2) The main areas requiring further review
were associated with the detailed
process tables. John Sedgley, Production

and Technical Director, carried out this
second step, as processing requirements
and equipment controls are vital in
ensuring that all heat-treated parts
consistently meet customer require-
ments. 

(3) Implement actions where further
improvements can be made.

(4) Ensure that all of the HTSA requirements,
which include product audits, are
incorporated into Heat Treatment 2000’s
internal audit process.

Why are Heat Treatment 2000
implementing CQI-9?
Paul Barber, Commercial Director, said: ‘’We
are an integral part of the automotive supply
chain and therefore it is important that we
meet all the customer requirements. We are
already receiving requests from customers
for copies of the completed assessment
sheets to CQI-9. Therefore, I believe it will be
an integral part of our business’’. 

What about the costs for
implementing CQI-9?
Paul Handley, Managing Director of Heat
Treatment 2000, has said on many occasions
that implementation of ISO/TS16949:2002
has been of benefit to them. “With the philos-
ophy of continual improvement, emphasising
defect prevention and the reduction of varia-
tion and waste existing within the company,
we recognised that CQI-9 will help us to
make further improvements. 
Often the question of costs comes up, but
my view is that if a failure of a critical part
occurs, due to incorrect heat treatment, it
can result in vehicle recall which could cost
£millions. Therefore, we must ensure that all
our procedures and processes are efficient
and effective and that all heat-treated parts
meet the customer requirements, which, in
the long run, is the lowest cost option’’. 

Does the heat treatment supplier
have to meet all the HTSA
requirements? 
The simple answer is yes, unless the
customer grants a waiver to specific items.
However, CQI-9 has included a
“Maintenance Request” process where
errors or other changes can be submitted.

NOTE: It is hoped that this overview of 
CQI-9 is of benefit. However, it cannot be
stressed too strongly that the important parts
of CQI-9 are the assessment questions,
process tables and the product audit. 

INFORMATION
For further information please contact:
● John Walsh at Heat Treatment 2000 Ltd

(tel: 0121 526 2000)
● John Piggott at Partners in Change Ltd

(tel: 01234 344 070)
Further details about the Automotive Industry
Action Group (AIAG) can be found on their
website: www.aiag.org.
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UTILITIES

Cedric Rodrigues of CMR Consultants Ltd
outlines the advantages of automated sub-
metering of utilities.

INTRODUCTION
Most large industrial sites are fitted with half-
hourly metering for electricity supplies, but
not many have daily metering for gas and
water supplies.
Whilst fiscal meters provide useful data at
site level, they are of little benefit in
diagnosing exactly how and where energy or
water is being used (be it at plant, process or
building level) and whether this is being done
efficiently. Furthermore, if accurate informa-
tion is available immediately (for example,
next day), recent experience has shown that
it can be used to make additional savings 
as a result of reacting quickly to wasteful
practices or control problems.
CHTA members with Climate Change
Agreements are probably aware that HMRC
inspectors could visit their sites at any time
and ask them to justify their 80% CCL
discount on eligible processes and/or to
check that the basis used for claiming the
discount is indeed still valid. In many cases,
this could be seven years after the original
application was made!
These compliance and cost drivers cannot
be addressed with fiscal metering on its own.
More accurate sub-metering is required to
apportion the consumptions or costs
between eligible and non-eligible processes.
Simply installing manually-read sub-meters
has been shown to be very cumbersome and
error-prone, unless significant investment is
also made in, say, a BEMS system or SCADA
system. 

WHAT ARE SMART METERS?
As a result of groundbreaking technological
solutions, such as SMS text messaging via
the mobile phone network, smart sub-
meters, which can be read remotely, quickly
and reliably, can now be fitted. Called AMRs
or smart meters, these provide:
● accurate meter reads; 
● automatic consumption profiles (half-

hourly or hourly for electricity, gas and
water);

● data day +1 via an internet tool, quickly
and efficiently.

This means that, for the first time, it is
possible to provide an end-to-end
‘Automated Meter Reading’ (AMR) solution
plus data retrieval service across several
meters on a site or across the UK.

THE BUSINESS CASE FOR SMART
METERS

As a Management Tool, enables a site to:
● apportion costs to cost centres

accurately, rather than estimated;
● improve forecasting and setting of energy

and water budgets;

● calculate and check compliance with
eligibility criteria for CCA;

● increase visibility of actual costs - added
incentive to reduce and control costs.

As a Diagnostic Tool, enables a site to:
● know in more detail when and how

energy and water are being used;
● identify and monitor exceptional usage

patterns;
● benchmark energy consumption

between processes or buildings;
● evaluate the effectiveness of cost-

reduction measures and provide feed-
back – an important aspect of
encouraging and confirming best
practices.

ON-LINE DATA MANAGEMENT TOOL
Using an on-line management and diagnostic
tool such as INSIGHT, available from CMR
Consultants, the smart-meter readings can
be linked into an online M&T (metering and
targeting) system to highlight opportunities
for savings, typically between 10% and 30%.
Key features are:
● Internet browser-based – available 24/7

to all stakeholders;
● secure on-line storage of utilities data for

six years;
● data immediately available for energy

procurement;
● powerful analysis tools – benchmarking,

M&T;
● ability to access customised reports;
● budgeting capability;
● exceptional alarms.

COST OPTIONS
Both purchase and rental options are
available from various vendors:

Purchase
Typically, electricity smart meters start at
around £400 and those for gas and water can
be purchased at around £600 each, including
installation. In addition there is an annual
data management fee which varies between
£100 and £150 per meter depending on the
service provision. For example, data can be
provided day +1 or weekly for an hourly
profile.

Rental
A 5-year or 10-year rental option is available
for the same electricity, gas and water smart
meters where the service provision is exactly
the same, except that the initial cost is lower;
typically around £20–25 per month for each
utility, inclusive of the annual data manage-
ment cost.

SMART METER CASE STUDY
The accompanying illustration shows the
hourly gas consumption recorded by a smart
meter for a site in the Midlands. The
occupancy hours are weekdays 8am to 8pm
and weekends 9am to 4pm. Until the gas
smart meter was installed, the site was not
aware that gas was being used outside
normal working hours or indeed there was a
control problem!! 
The overspend equated to 48% of the site
gas costs. Suffice to say, the problem was
immediately rectified!! An alarm facility has
been set up via the online management tool
to guard against any repeat failure of the
control system. 

MORE INFORMATION
Dr Cedric Rodrigues is MD of CMR
Consultants Limited, Acorn House, Clews
Road, Redditch, Worcs. B98 7ST (e-mail:
cedricr@cmrgroup.co.uk; tel: 01527 400424;
website: www.cmrgroup.co.uk).

Investing in smart meters can bring
significant compliance and cost benefits

Optical meter reader (left) and logger.

Gas smart meter readings.
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HSE Operational Circular
published after CHTA input

Marking the conclusion of the first 
co-operative exercise between the Health &
Safety Executive and CHTA, HSE’s
operational circular OC 647/11, “Gas-fired
Special Atmosphere Furnaces: Isolation
and Burner Supervision”, has now been
published. It is available to download at
http://www.hse.gov.uk/surfaceengineering/
information.htm under the section “HSE
free leaflets, Fire and Explosion”.
CHTA members first had sight of the draft
operational circular (guidance for factory
inspectors prompted by an explosion
incident in a sealed-quench furnace) in
2004. Whilst not questioning the need for

strict safety standards in our sector, a
number of CHTA members expressed
concern with regard the practicality and
expense of the proposals contained in the
original draft document. Accordingly, a
CHTA Health and Safety Subcommittee
was set up to liaise with HSE and ensure
that a sensible operational circular resulted,
with proper input from our industry.
At its inaugural meeting with HSE in 2005,
the Subcommittee established that, whilst
the explosion incident that instigated the
draft was unusual, the overall aim of the
operational circular was to ensure safe
procedures, particularly when starting-up
and shutting-down older gas-fired
atmosphere furnaces. HSE was not looking
to bring old furnaces up to all the latest
standards, but was insistent on the need 
to examine what reasonably-practicable
improvements could be introduced.
Emphasis was being given to the proposal
of retrofitting flame-failure devices on
burners or pilots.
Anxious to ensure that it reflected the views
of all relevant CHTA members (using a 

wide range of such furnaces), CHTA’s
Health and Safety Subcommittee instituted
a questionnaire that was sent to all
members. The aim was to establish the
type and age of gas-fired atmosphere
furnaces operated within the membership
and the practicality of fitting flame-failure
devices. 
Representing the views of 45% of member
sites, the results of the CHTA survey were
submitted to HSE at the end of 2005.
Following this and visits to a number of
member installations, HSE submitted
revised drafts of OC 647/11 for comment
by CHTA’s Health and Safety Sub-
committee last year. These were judged
acceptable.

MEMBERS OF CHTA’S HEALTH
AND SAFETY SUBCOMMITTEE
Peter Carpenter (Wallwork Heat
Treatment)
Paul Handley (Heat Treatment 2000)
Terry Hill (Bodycote Heat Treatments)
Vladimir Murawa (Holt Brothers) 
John Sedgley (Heat Treatment 2000)
Paul Stanley (TTI Group)

Spread the word by proclaiming
your CHTA membership

For use on company letterheads, literature, websites and
advertisements, members can download CHTA’s logo
from the Members Area of the Association’s website.
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Advertising in Hotline
Hotline is not just a vehicle for advertising from suppli-
ers to the trade; advertisements from CHTA members
are also welcome. 

The 2007 single-insertion charges for black-and-white
ads are: 

● Quarter page (121mm high x 86mm wide):
£173+VAT; 

● Half page (121mm high x 178mm wide or
254mm high x 86mm wide): £305+VAT;   

● Full page (254mm high x 178mm wide):
£546+VAT. 

For full-colour ads, add an extra £230+VAT to each of
these charges.

Advertisers in four consecutive quarterly editions of
Hotline are entitled to a series rate where all of the
above prices are discounted by 20% per insertion. 

The deadline for booking ads in June’s Hotline 108 
is May 18th. For further details, contact Hotline
Editor Alan J. Hick (tel: 0121 329 2970; e-mail:
mail@chta.co.uk).

HEAT TREATMENT SERVICES

ALMOR offer Heat Treaters a full range of 
furnace services and own-make replacement parts.

Our capabilities include:

■ ATMOSPHERE 
CONTROLS

■ FURNACE UPGRADES AND
ENERGY-SAVING BURNERS

■ REPLACEMENT PARTS AND
CONSUMABLES

■ NEW FURNACES AND
OVENS INCLUDING
INSTALLATIONS FROM
AICHELIN

■ SITE SERVICES,
MAINTENANCE CONTRACTS,
TRAINING AND 
PLANT ASSESSMENTS

Own-make products include:
● “EUROSENSOR” OXYGEN

PROBE

● “GASPRO”, OUR PORTABLE 
3-GAS ANALYSER
(CO/CO2/CH4)

● NITRIDING CONTROLS

● “ENDOCUBE” CATALYST

● CHAINS AND FANS

● GENERATOR RETORTS AND
RADIANT TUBES

● ELECTRIC ELEMENTS

● “NOXMAT” RECUPERATIVE
BURNERS FOR DIRECT
HEATING AND WITH RADIANT
TUBES

For more information visit: www.almor.co.uk 

Tel: +44 (0)115 986 8773 Fax: +44 (0)115 986 6716

Email: sales@almor.co.uk

A PARTNER OF

www.aichelin.com



2007 CHTA Officers

MANAGEMENT COMMITTEE

Following the AGM election, 2007 CHTA-
member representatives are:

Roger Bird (TTI Group)

Simon Blantern (Bodycote Heat
Treatments)

Richard Burslem (Wallwork Heat Treatment)
– Junior Vice-Chairman

Mark Florance (Techniques Surfaces UK)

Paul Handley (Heat Treatment 2000) –
Chairman

Roger Haw (Flame Hardeners) – Senior
Vice-Chairman

Chris Kenward (Ajax Tocco International) –
co-opted at February’s Management
Committee meeting

Dave Walker (Beta Heat Treatment)

Alan Whitehouse (Tamworth Heat
Treatment)

PUBLICITY SUBCOMMITTEE

This committee currently comprises the
following representatives of CHTA member
companies:

Simeon Collins (Wallwork Heat Treatment)

Peter Cox (Beta Heat Treatment)

John Craddock (HHT (Midlands) Ltd)

Keith Hayward (Controlled Heat
Treatments)

John Jervis (Bodycote Heat Treatments)

Ian Lacey (Alloy Heat Treatment)

Keith Laing (TTI Group)
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CHTA OFFICERS

New CHTA Chairman
Paul Handley (Heat Treatment 2000 Ltd)
was elected Chairman of CHTA at
February’s Management Committee
meeting, succeeding Roger Haw who had
completed his maximum two-year tenure.
His first Hotline message to members
acknowledges Roger’s achievements and
looks forward to future CHTA activities …

Firstly, thanks: to my colleagues at
HT2000, who have supported me during
my service on CHTA’s Management
Committee, and to my fellow committee
members for electing me as CHTA
Chairman for the next two years. Roger
Haw brought to the office a new and
welcome dimension, and I look forward to
serving the Association, albeit without the
Yorkshire grit of my predecessor.
The affiliation, which was formed some
years ago with the Surface Engineering
Association, has borne valuable fruit 
in attaining a CCA scheme enabling
members to participate in a reduction of
the Climate Change Levy. Our sincere
thanks go to all who worked and lobbied
on our behalf.
The rebate scheme will not last forever,
and it is with this in mind that CHTA’s
Management Committee has decided to
look into ways of promoting our industry
as an environmentally-beneficial one,
rather than the polluter which appears to
be the common perception.  Dubbed
“Project E”, this endeavour will form the
major thrust of your Management
Committee’s work over the next two years,
and as an Association we shall be looking
for input from our members.
Elsewhere in this edition, you will see
reference to a new standard affecting the
heat treatment of ferrous and aluminium
product for the automotive industry. This
standard was generated in the States, and
appears to be accepted as a necessity by
the automotive trade in much the same
way as Nadcap is regarded by the
aerospace industry. It is my belief that
these standards will cost money in the
short term, but will provide a better base
from which to promote our industry.

CHTA will have a voice at a meeting at the
House of Lords on May 22nd, organised in
conjunction with the SEA; it will be our
opportunity to ask questions of members
of both Houses. Roger found these
meetings valuable but has stressed that
we must go armed with pertinent
questions and background information if
we are to achieve any success.

PROFILE
West Bromwich-born Paul Handley com-
menced his working life articled to a
Walsall firm of chartered accountants,
qualifying in January 1967. In October of
that year he was appointed Audit Manager
at an international firm of chartered
accountants based in Birmingham. 
In 1969, Paul joined the family businesses
based in West Bromwich: The Acme
Spring Co. Ltd. and Electro Heat
Treatments Ltd. The latter company
became a founder member of the Contract
Heat Treatment Association and Phil
Griffiths, a director of Electro Heat
Treatments, served a term as CHTA
Chairman.
As it soon became clear that he was not
fully occupied in the family businesses,
Paul began an association with Bakers,
chartered accountants who are now the
Association’s auditors. 
He returned to the heat treatment fold in
1992, upon the retirement of Phil Griffiths
from Electro Heat Treatments. The next

four years saw the merger of Electro with
Heat Treatment 2000 Ltd of Darlaston, into
which the business is now consolidated,
and of which Paul is Managing Director.
After the merger, the customer base began
to shrink and it became necessary to close
the Darlaston site and concentrate efforts
in West Bromwich. Paul is proud of the
way his co-directors have driven the
business, not only achieving and main-
taining various standards, but also in the
way new markets have been sought and
developed.
Paul has been a member of CHTA’s
Management Committee since 2002.
Outside his business life, he has a 
keen interest in most sports, and is an
enthusiastic “but not good” skier and
tennis player. He lives in Sutton Coldfield
with his wife, Cynthia, and has two
daughters, one of whom is to be married
this year.

Paul
Handley

For the best in subcontract heat
treatment services, go to  .  .  .

.  .  .  your guide to sourcing from 
70 UK-wide heat treatment specialists

The 
Contract 

Heat 
Treatment 

Association
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MEMBER NEWS LETTER TO THE EDITOR

OTHER NEWS

ADVERTISER PROFILE

HEAT TREATMENTS
(NORTHAMPTON) INCORPORATE
BOWMIC SERVICES
The salt-bath nitrocarburising and sealed-
quench business of Bowmic Ltd,
Leicester, (turnover £400K) has been
absorbed by CHTA member Heat
Treatments (Northampton) Ltd.
Former Bowmic MD Chris Smith becomes
Operations Director of Heat Treatments.
Shaun Rowlands, Production Director,
said: "This is an excellent opportunity to
expand our portfolio of processes and
bolster our East Midlands presence. Chris
and I look forward to developing the
business in the years to come".
Heat Treatments (Northampton) offer a full
range of processes to the automotive
engineering and tooling sectors, backed
up by an extensive transport network.
Contact Shaun or Chris on 01604 586920
for further information.

REORGANISATION AT HHT
Since 1984, when it acquired a second
factory, CHTA member HHT (Midlands) Ltd
has occupied two sites on either side of
Heath Road in Darlaston. Changes to this
arrangement are scheduled this year.
The company is consolidating its
operations into the larger site, with the
batch sealed-quench and rotary furnace
departments moving over the next few
months. These changes have already
commenced, with two units relocated and
being commissioned to create a seamless
transition from “Site 1” to “Site 2”.
Says Sales Director John Craddock: “We
believe that integrating our business units
is a positive move to improve operating
efficiency and service levels to our
customers”.

Sir,

Following on from the useful feature in
Hotline 106, regarding the benefits of using
a CHTA member for heat treatment rather
than heat treating ‘in-house’, I see that our
American equivalent, the Metal Treating
Institute, has also recently highlighted this
issue.
They quote some interesting statistics
about which areas companies feel they will
benefit by outsourcing: 59% believe it will
help them to concentrate on core activities
and 91% expect to contain or reduce
costs. What I found to be the most

interesting figure though measured the
success of outsourcing after the event:
86% say they have increased their sense
of control over the business outcome.
Whilst I am sure that all CHTA members
would agree with the sentiments
expressed by the survey, it is good to 
get some actual measures. This must 
also give some comfort to companies
contemplating outsourcing their heat
treatment that they have an 86% chance
of success.

Richard Burslem, 
Wallwork Heat Treatment Ltd

IVF INTRODUCE ADVANCED 
SOFTWARE FOR QUENCHANT
DATA EVALUATION

New Hotline advertiser IVF Industrial
Research and Development Corporation
of Sweden has recently introduced a
unique new software module,
SQintegra™, which calculates heat-
transfer coefficients (HTCs) and predicts
hardness and microstructure in the cross-
section of quenched steel samples. 
SQintegra is an extension of ivf
SmartQuench®, the advanced system for
testing and evaluating quenching media
that was introduced in 2003 and has now
sold in more than 70 units to some 28
countries worldwide.
SQintegra contains two modules: the SQi
Inverse module, which is used to calculate
HTCs, and the SQi Property Prediction
module, for hardenability calculations.
The temperature-dependent HTCs are

calculated from the recorded cooling curve
by an iterative inverse-calculation routine
that starts with an initial guess. After a few
iterations, the proposed HTC values are
presented to the user. The new module
can be successfully applied for cooling
curves determined by means of the ISO
9950 test probe or probes in other
materials and dimensions.
The HTC is used as input for the hard-
ness and microstructure calculations, as
are the steel grade and the diameter of 
the sample. The calculations are based on
an IT approach and are very fast. The basic
database includes a number of common
steels, but the user can implement 
other grades by creating a new steel data
file.
With the SQintegra software it is possible
to perform “virtual testing” of quenchants.
The influence on hardness can be studied
for different temperatures, agitation rates
and concentrations of the quenchant.

Please send your news items for Hotline 108 by e-mail to: mail@chta.co.uk Deadline: May 31st

times and a “no-waffle” attitude to service
provision. We believe that once you are a
Blended Products customer, you'll never
want to change supplier again.
We don't use aggressive sales tactics or

criticise our competitors because we
believe our professionalism and the quality
of our products speak for themselves -
before, during and after the order process.
So many happy customers cannot be
wrong.
Our principle is simple. We are not a PLC;
we don't have massive call centres, huge
fleets or a board of directors wanting their
"piece of the pie" at the end of the financial
year. We just concentrate on supplying a
few key products to our ever-increasing 
list of customers, keeping things straight-
forward, easy-to-manage and depend-
able.
Let us show you what we can do for you by
ringing 01652 680555 or 01482 329333.

Blended Products Ltd
Simon Barker of regular Hotline
advertisers Blended Products Ltd outlines
his company’s business approach…

Blended Products supplies gases such as
anhydrous ammonia and associated
products direct from the manufacturer to
the customer. All our products are high
grade and low cost and, with no
intermediary charges, the end-user cost 
is minimised.
Our ethos is to provide excellence in the
areas that are almost forgotten in today’s
business market. We strive to provide what
was once taken for granted in the UK - a
high level of service with fast turnaround

Why contract heat treatment?
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ADVERTISER PROFILE

Grandes Vies 1 
CH - 2900 Porrentruy - Switzerland 
T: ++41 32 465 10 10 
F: ++41 32 465 10 11 
info@codere.ch - www.codere.ch 

Fields of activityFields of activity
Consulting, development, research and  
manufacture of industrial furnaces 

Products
The main product range consists of batch furnace lines in modular construction, 
pre-vacuum continuous batch furnaces, mesh belt-conveyor furnaces, pit furnaces, 
precious metal treatment furnaces and auxiliary equipment 
We also supply oxygen probes and supervision software

SYSTEM 250

Half or fully automated operation (automates + monitoring system)

Change of heat-treatment atmospheres within minutes

Several temperature ranges (1100°C – 1000°C – 850°C – 650°C)

Cylindrical tight heat-treatment chamber (very long working life)

Uniform, intense forced circulation of the furnace atmosphere

No mechanical locking of charge, no intermediate charge support

All modules with double jacket

Great flexibility when changing temperatures

BATCH TYPE FURNACE LINE 
under controlled atmosphere, in modular construction 

No mechanical locking of the charge 
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Our clients are active in the following 
manufacturing industries:

- Tooling & machining
- Automotive 
- Aeronautics 
- Medical & optical 
- Fastener & spring 
- Precious metal 
- International heat treatment shops

Codere prides itself on a very active sales and 
service network throughout Europe and Asia

Providing world-class industrial heat treatment equipment and control systems
We pride ourselves on the relationship we have built up over the years 

We aim to customise our offer to meet your current needs and future requirements

Codere has recently joined the 
Wolfson Heat Treatment Centre and is currently 

looking for local representatives 
in the UK and Irish market

C. C. Jensen Ltd
Quench fluid filtration is a speciality of
regular Hotline advertiser C. C. Jensen Ltd.
The company’s Christian Juhl Thomsen
expands on the solutions offered…

Established in the UK in May 1990, C.C.
Jensen Ltd are dedicated to maintaining
clean oil in quench, hydraulic, lubrication,
fuel and thermal oil systems to minimise
plant maintenance costs and maximise
plant life and performance.
C.C. Jensen Ltd specialise in the sale and
distribution to the UK market. The parent
company, C.C. Jensen A/S, manufactures
oil purification and oil management
systems at its headquarters in Svendborg,
Denmark.
Since autumn 2005, C.C. Jensen Ltd 
has dedicated a person to cover the UK
heat treatment industry. The company can
offer to clean up and secure a continuous
low level of contamination in quench oil
systems. This will help in minimising
maintenance costs (no tank and heat-
exchanger cleaning, etc), avoid compo-
nent staining, and maximise fluid life and
performance.

To complement the range of CJC filtration
equipment, C.C. Jensen Ltd can provide a
comprehensive support service in oil
maintenance to ensure that all of their
customers can achieve optimum benefits
from maintaining clean quench fluid
systems. The service provides a free initial
survey and can include fluid analysis,
interpretation and recommendations for
fluid maintenance solutions.

Additionally, C.C. Jensen Ltd can supply
solutions to recover quench oil gathered in
drip trays or skimmed off in the washing
machines. This can account for big cost
savings as the reclaimed oil can be reused
in the quench process instead of being
disposed of.
CJC Fine Filters are off-line filters mounted
next to the quench oil reservoir. With an
integrated pump, a CJC Fine Filter unit is
connected via a suction pipe from either
the tank bottom plug or off the heat-
exchanger oil circuit. The oil is returned via
a pipe to the top of the reservoir - below
the oil surface.
CJC Filter Inserts are cellulose-based and
capable of removing carbon formation,
sludge, other particulate and water from
quench oil. The CJC Filter Inserts are 3µm
depth filters with a very large dirt-holding
capacity, essential in most quench oil
applications. CJC Filter Inserts for polymer
quench fluids are also available.
For further information, visit the website
www.cjc.dk where you can find CJC
product information as well as various
case histories concerning filtration of
quench fluids in sealed furnaces, con-
tinuous furnaces and open quench baths.

A CJC Fine Filter mounted on an Ipsen furnace
in the Midlands.
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March 28 2007
BIFCA ANNUAL SAFETY &
STANDARDS SEMINAR 
West Bromwich, England
www.bifca.org.uk

April 18-19 2007
MIDLANDS MANUFACTURING
EXHIBITION
Coventry, England
www.industry.co.uk

April 25-26 2007
INDUCTION HEATING
TECHNOLOGY & APPLICATIONS
Houston, Texas, USA
www.asminternational.org/induction/

April 25-27 2007
5TH INTERNATIONAL
CONFERENCE ON QUENCHING
AND CONTROL OF DISTORTION
Berlin, Germany
www.quenching-and-control-of-
distortion.com

May 1 2007
ACTIVE-SCREEN PLASMA
PROCESSING
Birmingham, England
Seminar/workshop organised by
Birmingham University Surface
Engineering Group and co-sponsored
by Advantage West Midlands and
Advanced Surface Engineering Ltd.
For details, contact Dr H Dong,
Department of Metallurgy and
Materials, School of Engineering, The
University of Birmingham, Edgbaston,
Birmingham B15 2TT (tel: 0121 414
5149; e-mail: h.dong.20@bham.ac.uk).

May 1-3 2007
SUBCON 2007
Birmingham, England
www.subconshow.co.uk 

May 3 2007  
CHTA PUBLICITY
SUBCOMMITTEE*
Birmingham, England

May 10 2007  
CHTA MANAGEMENT
COMMITTEE*
Birmingham, England

May 16 2007
BIFCA Technical Series:
THERMAL MODELLING FOR
INDUSTRIAL FURNACES
West Bromwich, England
www.bifca.org.uk

May 23-25 2007
A3TS 2007
Lille, France
This 35th Congress on Heat
Treatment and Surface Engineering
combines a conference and an
exhibition: www.attt.org

June 6-7 2007
NORTH-WEST MANUFACTURING
EXHIBITION
Bolton, England
www.industry.co.uk

June 12-16 2007
THERMPROCESS 2007
Düsseldorf, Germany
“9th International Trade Fair and
Symposium for Thermo Process
Technology”; UK representative:
Rebecca Budd, International Trade
Shows Link (tel: 01442 230033; 
e-mail: rebecca@itsluk.com). 
www.thermprocess.de

Diary
June 26 2007
SURFACE ENGINEERING
SOLUTIONS
Loughborough, England
www.tssea.co.uk 

July 26 2007  
CHTA PUBLICITY
SUBCOMMITTEE*
Birmingham, England

August 2 2007  
CHTA MANAGEMENT
COMMITTEE*
Birmingham, England

September 16-20 2007 
24TH ASM HEAT TREATING
SOCIETY CONFERENCE &
EXPOSITION 
Detroit, USA
North America’s largest heat 
treating event: 
www.asminternational.org/heattreat

October 10-12 2007 
63RD HÄRTEREI-KOLLOQUIUM
Wiesbaden, Germany
German-language heat treatment
conference and exhibition: 
www.awt-online.org

October 15-18 2007
VACUUM COATING AND PLASMA
SURFACE TECHNOLOGY
Dresden, Germany
Trade fair and conference.
www.efds.org/V2007.pdf

October 16-18 2007
UNDERSTANDING HEAT
TREATMENT
Birmingham, England
72nd repeat of Wolfson’s well-
established course. Details from 
Derek Close, Wolfson Heat
Treatment Centre, Federation
House, 10 Vyse Street, Birmingham
B18 6LT (tel: 0121 237 1122; 
fax: 0121 237 1124; e-mail:
derek.close@sea.org.uk).
www.sea.org.uk/whtc

October 16-18 2007
MATERIALICA 2007
Munich, Germany
www.materialica.com 

October 30 – November 2 2007
16TH IFHTSE CONGRESS
Brisbane, Australia
www.materialsaustralia.com.au/
IFHTSE2007

November 1 2007  
CHTA PUBLICITY
SUBCOMMITTEE*
Birmingham, England

November 6-8 2007
SURFACE WORLD
Birmingham, England
Surface finishing exhibition:
www.surfaceworldshow.com 

November 15 2007  
CHTA MANAGEMENT
COMMITTEE*
Birmingham, England

*Members wishing issues to be
raised at CHTA meetings should
notify CHTA’s Secretary at
mail@chta.co.uk



NORTH-AMERICAN HEAT TREAT
SALES GROW BY 6.9% IN 2006
Participating members in the Metal 
Treating Institute’s Monthly Sales 
Statistics Program reported sales of
$865.0million in 2006, a rise of 6.9% over
2005 when billings reached $808.8
million. December 2006 sales declined
slightly at $63.9million, off 0.8% from
December 2005’s total of $64.4million. 
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STATESIDE STATS

“THIS QUARTER” =

1 OCTOBER – 
31 DECEMBER
2006
= TURNOVER INDEX 100

Market Movements
ANALYSIS OF QUESTIONNAIRE REPLIES RELATING TO 35 CHTA MEMBER SITES

National
OVERALL ANALYSIS Mean
(35 SITES) index

This quarter last year 99.1

Last quarter 96.7

Predicted next quarter 104.7

National

Quarter

No. sites

TURNOVER TRENDS
Based on “Market Movements” 
data related to 1st quarter of 1991

Techniques
Surfaces UK Ltd
Managing Director Mark Florance profiles a
CHTA member specialising in surface heat
treatments.

Techniques Surfaces UK Ltd (TSUK) has
been operating from its current north-
Birmingham site since 1991 when it
became a wholly-owned subsidiary of the
French HEF Groupe, one of the largest
independent surface treatment companies
in the world. Since its early days, TSUK
has expanded and improved its produc-
tion facilities so that it now has one of the
largest treatment capacities of its type in
the UK.
We are now able to offer three variations of
the HEF CLIN™ family of nitrocarburising
processes: Sursulf, Arcor and Tufftride.
These processes are used extensively in
many areas of industry, particularly auto-
motive and aerospace, and have an
unrivalled reputation for performance and
reliability. They are increasingly employed
as an alternative to traditional hard chrome
plating, zinc, cadmium and nickel coatings
and certain types of carbonitriding.
CLIN™ (Controlled Liquid Ionic Nitriding)
technology has been developed con-
tinuously by the HEF R&D centres in both
France and Germany. Using these ionic
liquid (salt-bath) processes, TSUK is able
to offer surface treatments with stable and
homogeneous operating conditions (in
terms of both temperature and chemistry)
which enable consistent and reliable
repeatability of process parameters and
results.
The CLIN™ technology allows accurate
control of the active chemistry of the 
baths and, when combined with precise
temperature control, facilitates a wide
range of treatment regimes where resultant
wear, friction, fatigue and corrosion
resistance properties can be adjusted to fit
particular applications.
Post-treatment processes, such as
polymer impregnation or surface polishing,
can further enhance the performance of
treated parts. If used in conjunction with
established heat treatment processes,

such as carburising or induction
hardening, the CLIN™ processes can
combine core and sub-surface mechanical
properties with excellent friction and
corrosion-resistance characteristics.
Today, TSUK also operates the very
successful TS Carbides process. This
thermochemical diffusion process
produces an extremely hard layer of
metallic carbides at the surface of the
treated components, providing exception-
ally-high resistance to abrasive and
adhesive wear, seizure and scuffing.
Typically applied to tool steels with high
inherent strength, the surface layer
imparted in the TS Carbides process can
achieve a surface hardness in excess of
3000 to 3500HV and routinely outperforms
competing processes in terms of both
hardness and layer adhesion.  The process
method allows the treatment of complex
shapes and has the additional benefit of
reducing the surface coefficient of friction,
enabling a significant reduction in tool
lubrication.
TSUK maintains both ISO 9001:2000 and 
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independent customer quality systems
approvals. As a first- or second-tier
supplier, with our own in-house laboratory
facilities, we provide a professional service
to all areas of engineering industry.
Operating 24/7 enables the rapid turn-
around of parts, while our bath size
enables individual components up to 2.5m
in length to be successfully treated.
Ever conscious of our responsibilities to
the environment, we maintain our own 
on-site waste treatment facilities to
maximise environmental protection.

TSUK’s site in Erdington, Birmingham.


