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CHTA Secretariat
Items for inclusion in Hotline and enquiries

about CHTA activities should be addressed to:

Contract Heat Treatment Association
c/o SEA / BATF,

Federation House, 10 Vyse Street,
Birmingham B18 6LT

Tel: 0121 329 2970 (or 0121 237 1123)
Fax: 0121 237 1124

E-mail: mail@chta.co.uk
Website: www.chta.co.uk

CHTA Secretary and Hotline Editor:
Alan J. Hick  B.Sc., C. Eng., FIMMM

The Contract Heat Treatment Association is 
not responsible for the statements made or 

opinions expressed by contributors to Hotline.

CHTA is affiliated to the Surface Engineering Association

Goods
receiving –
the added

burden

See page 8

Will you be joining us at the
SURFACE ENGINEERING
AND HEAT TREATMENT

GALA DINNER AND
AWARDS 2016?

Book now…
see page 3
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RETIREMENT

LOOKING FOR SPECIFIC HEAT
TREATMENT CAPACITY?

Where a job is proving difficult to 
source, the “Ask the Members” 
page on CHTA’s website allows the
visitor to ask all CHTA members if  

they have appropriate capacity. 
Once submitted, such an enquiry is 
e-forwarded to members instantly; 

any able to help reply directly.

CHTA WEBSITE

Life and time passes so fast when you are
enjoying yourself. Amazingly, after what
feels like a few minutes, I am about to start
the next phase of mine, following my
retirement from Bodycote this April.
I was born and brought up in Sheffield -
the steel city - where my father was
employed at “Sammy Foxes”, which
became part of BSC and now Tata. This
was destiny; when I came to choose, in
my second year at senior school, between
Latin, Russian, Spanish, Italian or German
as second fore ign language course, I
chose Engineering Science, it was almost
inevitable that I would do a science
degree. So I went to Sheffield to study
metallurgy and from there my path was set.
On leaving university, in 1975, I went to
Lincoln to become Works Metallurgist at
Clarkes Crank and Forge, part of the
Water Somers Group at the time. From
day one, I was into annealing, normalising
and oil harden/temper of many of the old,
and still loved, En steels, together with all
the usual in-house mechanical testing and
the meeting of quality and audit require-
ments of the external bodies, such as
Lloyds and Norske Veritas.
In mid-1978 I moved to Ruston Gas
Turbines in Lincoln, initially as Fabrication
Project Engineer and then, in mid-1979,
working alongside Ted Welch with the
responsibility to set up and run a totally

My life in heat treatment – in the blink of an eye!
As he

approaches
retirement,
Bodycote’s

John Jervis,
a much-valued

long-time
member of

CHTA’s Publicity
Subcommittee,
reflects on over
40 years in heat

treatment.

new in-house heat treatment department
for the turbines and turbocharger
businesses on site. Ironic really, as I have
spent most of my time at Bodycote
persuading businesses to outsource rather
than invest!
The building and equipment investment
was justified and, by the end of 1980, was
in place and operational. After a few good
years, the business struggled, following the
1983 downturn in the energy market, and
so began my career selling heat treatment
processing! In the following years, I ran
the department and sold surplus capacity
to the local forge, foundry and general
engineering businesses in the area,
successfully meeting all direct and over-
head costs from this source of income and
effectively providing the turbine business’s
heat treatment requirements at no cost.

Other highlights during this period were
securing the 1985 Electricity Council PEP
award for the department and, personally,
successfully completing a post-graduate
diploma in management studies.
I decided the time was right to leave
Ruston (now Siemens) in 1988 and joined
Bodycote’s (Blandburgh Nemo at the time)
southern sales team, vowing that I would
definitely not stay in a business again for
as long as 10 years…..and here I am, now
retiring in 2016 after 28 enjoyable and
hectic years with this dynamic and agile
company!

During that time I have had held technical,
quality, and sales/business development
management roles. I have witnessed the
great success and growth within our
business, at home and abroad, but also
the massive changes during those years in
the continued reducing UK manufacturing
base. We have seen significant UK market
sector changes, and customers’ increasing
requirements and expectations of us all. I
have experienced the move to low-cost
economies and, in some cases, business
returning with the realisation that not
everyth ing successful has to be based on
low labour costs alone.
I have seen the positive impact of the
changes in quality standards as they
moved from BS 5750 and DEF STAN 05-
21 to ISO 9001:2000; the moves to
QS 9000, TS 16949 and CQI-9. Those
amongst us who are involved in aerospace
processing have been impacted by the
special process requirements now entailed
to achieve and keep Nadcap, and yet still
receive the continuing and supposedly
obsolete prime and aerospace supply
chain audits!
Our businesses, customer bases and
processes have changed; lots of our
competitors have gone, with a few new
ones formed. In addition, many of the
memorable characters in the business
have retired; I list but a few: David Wilkins,
Terry Atterbury, Ian Brown, John
Chesworth, Alan Whitehouse, Roger Bird,
Bill Hewitt and Mike Hallas.
Having said that, CHTA members are
strong, with many of us reporting growth
into 2016 and onwards. There are great
opportunities for achieving this so long as
we focus on the right markets, be flexible
and continue to meet and beat our
customers’ requirements, invest in our
businesses and develop our people.
Times ahead will not be dull, so enjoy
them!

Hotline wishes John a long and happy
retirement and thanks him sincerely for his
significant contributions to CHTA activities.

John speaking on
behalf of CHTA at last year’s

Advanced Engineering UK show
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For the best in contract heat
treatment services, go to …

www.chta.co.uk
… your guide to sourcing from

UK-wide heat treatment specialists

Whence the 
heat in

future UK 
heat

treatment?
SEE PAGE 3

Upcoming…
October 8
SEA AWARDS 2021
Go to www.sea.org.uk/2021-awards/

November 3-4
SEA PAVILION AT ADVANCED 
ENGINEERING 2021
Go to www.sea.org.uk/sea-event/advanced-
engineering-2021/
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High energy efficiency
Increased productivity

Integration in existing lines
No flames - increased safety

LOW CARBON FOOTPRINT 
HEAT TREATMENT SOLUTIONS

Area Sales Manager - Patrick POULOUX - p.pouloux@ecmtech.fr
UK Sales Agent - Martin WEST +44 1932 868006 - martin@west.eu.com

www.ecm-fu rnaces.com
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www.supersystemseurope.com 0121-306-5180

HEAT TREATMENT
Handling Fixtures

Design and manufacture of cast heat treatment 
handling fixtures in heat resistant Nickel Chrome alloys.

 Low fixture weight / high component 
load

 Energy efficiency
 Furnace efficiency

Cronite Group - www.cronite-group.com

� Low fi xture weight / high component load
� Energy effi ciency
� Furnace effi ciency
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Referring to the 14-15 September online 
event Future of Furnaces, in my article in 
June’s Hotline 164, I commented: “What
an apt opportunity to consider the rami- 
fi cations of the UK government’s climate-

Hotline Editor 
Alan J Hick

comments on a 
growing concern 

Dan Hulme on his
Future of Furnaces
session “Net Zero – 
Future challenges

facing furnace 
operators”…

change intention to minimise the use of
fossil fuels, including natural gas, the heat 
treater’s lifeblood?”
Subsequently, Hotline became a media 
partner of the event (Future of Furnaces 
(aluminiumtoday.com)). 
Accordingly, I advised the organisers that 
it would be highly desirable to include a 
presentation, by an energy supply expert, 
exploring economic heating of furnaces in
the future. 
I said this from the point of view of heat
treaters whose furnaces are currently pre-
dominantly fi red with (hitherto) cheaper 
natural gas where possible (electricity only 

being the favoured/necessary heat source in 
fewer special cases).
The concern is that the government’s 
ambitious carbon-reduction/net-zero tar-
gets will restrict/eliminate the use of fossil 
fuels like natural gas in the future; possible 
alternatives, such as electricity, LPG
(possibly another fuel and atmosphere 
feedstock to be outlawed?), hydrogen 
blends and pure hydrogen, are likely 
to be much more expensive. With 
increased costs for UK operators, the risk
is that work could be sent for processing 
abroad by those subject to less-stringent 
fossil-fuel rules.
This is not only a long-term problem. A
good furnace can have a service life of
over 50 years; thus those planning
investment in new equipment now have to
consider the above threat. (Signifi cant that 
the latest new furnace acquisitions an-
nounced on page 6 here are independent 
of natural gas?) It is not only a dilemma for 
heat treaters; many other industrial sectors 
operating furnaces are in the same boat.
I noted that Dan Hulme had kindly pro-
vided the article, “The long-term future: 
whence the heat in UK heat treatment?”, 
for 2019’s Hotline 158, and insisted that
this crucial topic needs to be considered
and discussed by the wider audience that 
Future of Furnaces will offer. 
The upshot is that Dan, now with Inspired 
Energy (Inspired PLC - Commercial Energy &
Sustainability Advisors), will be presenting 
“Net Zero – Future challenges facing 
furnace operators” at Future of Furnaces. 

Don’t miss it!

Whence the 
heat in future 

UK heat
treatment?

“ ‘Net Zero’ has become a common
part of language in the energy and 
sustainability world since the UK 
government legislated to hit net zero 
carbon emissions by 2050. But how is
this going to affect manufacturing 
businesses that are operating typically 
fossil-fuel-heavy furnaces?
This session will provide insight as to
what net zero really means, how this 
is going to prove challenging for busin-
esses operating furnaces and what
possible steps they can take to
understand their future options.”

Dan’s Hotline 158 article can be 
downloaded at Newsletter | CHTA

For event details, go to Future of Furnaces (aluminiumtoday.com)
As Hotline is a media partner, CHTA members can participate at a
discounted fee using the previously-circulated promotional code

MEDIA PARTNER
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PROCESS MONITORING

A product’s eye view!
APPLYING OPTICAL PROFILING TO 

UNDERSTAND FULLY WHAT’S HAPPENING
IN YOUR HEAT-TREAT PROCESS

Dr Steve Offley of 
PhoenixTM Ltd UK 
introduces a new 
complementary tech- 
nique to that of ‘thru-
process’ temperature 
profiling.

Do you know what truly happens in 
your furnace?
In the global industrial heat-treating market, 
tens of thousands of products are sent 
through conveyorised ovens or furnaces 
each and every day. The thermal processing 
of these products, whether heat treating the 
core material or even curing a surface 
coating, is often critical to the quality or 
performance of the finished product. 
Whether aluminium brazing a radiator or 
curing paint on a car body, achieving the 
correct process times and temperatures is 
essential.
Learning what is truly happening to the 
product inside your furnace is important and 
shapes the success of your operation and 
customer satisfaction.
To fully understand the operational charact- 
eristics of a heat treatment, an essential 
technique is that of thru-process temperature 
profiling, where the environment and product 
temperature are continuously measured as 
the product travels through the process. Such 
a technique provides a ‘temperature profile’, 
basically a thermal fingerprint for that product 
in that particular process. This will be unique 
and allow understanding, control, optim-
isation and validation of the heat-treat 
process. In Fig.2, a temperature profile of a 
continuous aluminium brazing (CAB) furnace 
process shows the detailed critical phases of 
the heat treatment process. 

Root cause analysis – process 
profiling help 
The temperature profile of any thermal 
process is invaluable to gain a better under- 
standing of how the furnace is working and is 
a critical tool in fault finding when things go 
wrong, because they do and they will!
Root cause analysis is a standard tool used 
in industry to identify the root cause of 
product or process problems without jumping 
to conclusions or knee-jerk reactions. In root 
cause analysis, it is important to distinguish 
between symptoms and problems and drive 
to find, in the midst of many potential causes, 
the true root cause. 
Taking as an example the aluminium CAB 
brazing process, the temperature profile 
trace may show that the cause of a quality 
issue is due to the product braze temper- 
ature, in a particular zone of the furnace, 
being too low. This, although identifying a 
cause, does not necessarily explain the root 
cause. A low product temperature in a parti-
cular furnace zone may be due to many 
possible different root causes – faulty control 
thermocouple, burner, recirculating fan or 
even damage to furnace structure/insulation.
The low product temperature may, in some 
circumstances, not be detected by onboard 

furnace controls and will require a deeper-
dive investigation. Identifying the root cause 
will require inspection at the source of the 
problem. This action is referred to commonly 
as “Going to Gemba” a Japanese word which 
means ‘the real place’. In this situation, 
going to Gemba means investigating what is 
actually happening in the furnace in a 
particular zone, at the point of occurrence. 

Root cause analysis – continuous 
aluminium brazing (CAB) example – 
automotive radiator line
Symptom: high number of radiator rejects 
identified in QA.
Problem: poor product quality due to weak 
braze joints. 
Cause: from temperature profiles, product 
braze temperature identified to be too low in 
zone 4. 
Root Cause: recirculating fan fault in zone 4, 
resulting in poor non-uniform heat transfer to 
radiators.
Going to Gemba is not always the easiest of 

tasks, especially when considering identi-
fying the root cause of furnace problems. 
Any task involving the internal inspection of a 
furnace generally requires that the furnace is 
switched off, allowed to cool and then 
dismantled to allow access by operatives. 
Taking our aluminium brazing (CAB) exam-
ple, internal inspection of the furnace is not a 
quick and easy task. Operating at 550°C, the 
cool-down period, to allow engineers safe 
access for inspection and corrective action, 
is significant; then further delay arises getting 
the furnace back up to a stable operating 
temperature. Such maintenance action may 
mean one or two days of lost production, 
which is obviously detrimental to productivity, 
meeting production schedules, satisfying key 
customers and your bottom line.
In addition to temperature problems, there 
are many other production issues that can be 
faced relating to the furnace operation and 
safe reliable transfer of the product through 
the furnace. In the CAB process, a day-to-
day hazard is the build up of flux debris. Flux 
materials, used to remove oxides from the 
metal surface and allow successful brazing, 
can accumulate within the internal void of the 
furnace. These materials are most problem-
atic at the back end of the muffle section of 
the furnace where, due to the drop in temper-
ature entering the cooling zone, materials 
condense out. Flux build-up can create many 
different process issues including;
• physical damage to the conveyor belt 

or support structure, requiring expensive 
replacement;

• reduction   in   belt  lubricity,  creating  jerky   
movement and unwanted product vibration;

Fig.1: Thru-process temperature-profiling 
system travelling through a conveyorised 

heat treatment furnace, measuring product 
and/or air temperatures.

Fig.2: Typical temperature profile of continuous aluminium brazing 
furnace (CAB), showing the critical temperature transitions.
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• lifting of the mesh belt, causing an uneven 
transfer of products and possible excessive 
product movement, clumping or clashing;

• reduction   in   inner   furnace   clearance, 
creating possible product impingement 
issues and blockages.

To prevent such problems, regular scheduled 
inspection and clean-out of the furnace is 
necessary. This is not a pleasant quick 
operation, requiring chipping away flux debris 
with pneumatic tools. Often occupying a 
furnace downtime of one to two days, this 
task is only performed when essential.  
Leaving the clean-up operation too long 
though can be catastrophic, causing dram-
atic deterioration in product quality or risk of 
mid-production-run stoppages.
Until now, there has been no easy way to 
see how your product travels through the 
furnace under normal-operation conditions or 
means by which the need for furnace repair 
or clean down can be confirmed. The new 
optical profiling technology changes all this 
and, for the first time, offers you a true 
“product’s eye view”!

Optical profiling
Optical profiling, a complementary technique 
to that of ‘thru-process’ temperature profiling, 
allows process engineers to view the inner 
workings of the furnace under normal prod-
uction conditions. Employing similar ‘thermal 
barrier’ technology as used in temperature 
profiling, a compact video camera and torch 
are used, in place of the temperature data 
logger, to record a video of what a product 
would see travelling through the furnace. 
The resulting video shows engineers so 
much about process operation without any 
need to stop, cool and dismantle the furnace. 
This allows safe routine furnace inspection 
without any of the problems of costly lost 
production and days of furnace downtime. 

Benefits of applying the optical 
profiling principle in conveyorised 
furnace processes
Furnace condition
Check the condition of the internal walls of 
the furnace to ensure they are fit for purpose.
• damaged or distorted panels / sealing 

gaps / corrosion; 
• build-up of dirt/flux/condensate or general 

processing debris – contamination risk – 
identify need for critical cleaning action; 

• correct alignment adjustment of ducting to 
allow correct air flow / convective heat 
transfer; 

• identify ignition events or other safety-
related issues within the furnace. 

Product transfer
Check that the product travels safely and 
smoothly through the process without conflict 
or obstruction.
• conveyor belts run flat and product 

orientation is kept constant – no belt 
damage or distortion;

• no product vibration or excessive movement 
which may cause damage to product or 
affect processing step, eg: brazing;

• check that product is able to pass through 
without clashing with furnace furniture or 
product clumping.

Condition and operation of key furnace 
features 
Check that key furnace features are working 
correctly and not damaged: fans, ducting, 
control thermocouples, gas-feed pipes, zone-
separation curtains/ brushes.

Thermal process observation
Check that the process is being performed 
correctly where heat treatment action is 
physically visible; eg: in brazing, melt and flow 
of filler metal.

Current technical limits of 
applicability of optical profiling
Optical profiling is in its infancy and so, as 
with any new technology, it’s amazing and 
exciting how much you discover, firstly about 
what you don’t know and, secondly, how 
much you learn on the development journey. 
To date the thermal barrier design has been 
focused on the CAB application, where value 
for the optical profile was seen to be so 
obvious. The typical protection capability of 
the barrier is 30 minutes at a constant 
temperature of 600°C, allowing a convent-
ional aluminium CAB process to be monit-
ored safely. Providing thermal protection to 
the video camera sensor, whilst giving clear 
optical transmission out of the thermal barrier, 
requires an innovative combination of 
materials and mechanical design.  
Obviously, many heat treatment processes 
operate at much higher temperatures. The 
same technology can still be applied, without 
compromising the value of the optical profile, 
by dropping the operating temperature of the 
furnace to within the limits of the thermal 
barrier. Although not at exact production 

conditions, the video capture can be 
obtained quickly and efficiently without the 
major production delays needed for full cool 
down and then heat-up back to operational 
temperatures.
Critical to the success of the system is the 
optical transmission though the glass win-
dows (for both torch and camera). The quartz   
glass is thermally stable up to 1000°C, so 
safe through many furnace applications. 
Contamination of the surface of the glass 
may need to be considered from furnace 
atmospheres and by-products of the heat-
treat process. For the CAB process, HF(g) 
present in the furnace can, over time, etch 
the quartz window surface. 
Depending on the application, cleaning of the 
windows may be necessary (alcohol or 
commercial adhesive-removal spray) or, in 
some cases, the outer windows may need to 
be replaced. The design of the optical face 
plate allows user replacement of all windows 
quickly and efficiently. 
Obviously, other common process hazards, 
such as pressure and quenching (oil, water 
or gas) need to be avoided with current 
technology. Considering the information 
being gathered by the system though, it is 
suggested that pressure can be removed, 
and quench by-passed, without comprom-
ising the value of the optical profile within the 
furnace heat-treat stages.

Summary
‘Thru-process’ optical profiling is a new 
revolutionary technique for visually inspect-
ing the condition and transfer of product 
through a continuous furnace. Combining 
such information with a product temperature 
profile, process engineers can work with 
maintenance teams to not only understand, 
control, optimise and validate the heat-treat 
process, but also maintain the furnace to 
protect productivity and quality. 
Employing the optical profile information, 
preventative maintenance or furnace clean-
down can be scheduled with confidence and, 
when problems occur, rapid fault finding is 
possible.  Furnace inspection as part of the 
production flow at temperature eliminates 
days of furnace downtime, lost production 
and an interrupted product supply chain.

Further information: contact Dr Steve 
Offley, Product Marketing Manager, 
PhoenixTM Ltd UK; tel: +44(0)1353223100; 
e-mail: Steve.Offley@phoenixtm.com.

Fig.3: PhoenixTM ‘Optic’ System - optical 
profile view. (a) high-temperature thermal 

barrier for aluminium brazing system. (b) low-
temperature thermal barrier for automotive 

paint applications.

Fig.4: PhoenixTM optical profiling system being used in a conveyorised aluminium brazing  
furnace: (a) optical profiling system entering brazing furnace; (b) video profile screen shot – exit of 
muffle furnace showing heavy flux build-up; (c) video profile screen shot – vacuum brazing furnace 

showing faulty IR heating element.

a

b

a b c
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Member news
The Wallwork Group has announced 
two recent major investments:

WALLWORK INVESTS IN LOW-
PRESSURE CARBURISING…
To meet demand driven by a growing 
customer base of motor racing engine and 
transmission component suppliers, work-
ing across all formulas including F1, 
Wallwork Heat Treatment have acquired a 
new advanced low-pressure carburising 
furnace at their Greater Manchester site. 
This is a significant investment made 
during Covid challenges and brings the 
total number of vacuum furnaces across 
the group’s UK locations up to 29, with a 
total vacuum capacity to process over 40 
tons of components per day.
Wallwork director, Simeon Collins, ex-
plains: “Motor racing is a punishing envir-
onment for metal components. These 
parts are expensive to manufacture and 
subject to immense forces. Speed is king 
but reliability is just as important. Com-
ponent failure equals failure to finish and 
can be dangerous. The sector is char-
acterised by rapid development cycles 
and relies upon equally experienced and 
responsive heat treatment services.”
In addition to hardening, precisely-
controlled heat treatment of components 
in the new vacuum carburise furnace will 
impart many improvements to the wear 
parts, so they stand the stresses of 
continual high-speed performance. In a 
typical process cycle, the component sur- 
face will become free of oxide. This 
eliminates initial surface wear and enhan-
ces resistance to microcracking, which 
also increases fatigue resistance. Equally 
important to improving fatigue resistance 
is the elimination of oxidation at a granular 
level, known as intergranular attack.
Many machined components will feature 
holes. Here the vacuum carburise furnace 
delivers excellent penetration by pulsing 
the gas pressure, so fresh gas enters the 
holes frequently throughout the process 
cycle, ensuring more evenly applied heat 
treatment for the component.
Advanced machining methods make 
motorsport components to extremely fine 
tolerances. Any heat treatment process 
can cause component distortion, especi-
ally as the part is quenched. The new 
furnace excels at controlled cooling. 
As the process takes place in a vacuum 
chamber, the component finish is 
excellent and treatment time is less due to 
the ability to apply higher carburising 
temperatures. Another time-saving 
benefit is the elimination of the need for 
component post-process cleaning.
Once  the  correct  hardness  profile for a 
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The foregoing pages update the listing
of CHTA members previously found in
the CHTA Member Directory 2015
published in Hotline 138, December
2014. It also supplements the more
detailed information that can be found
at www.chta.co.uk, the website that
facilitates easy identification of those
able to meet specific heat treatment
requirements.

Find a Heat Treater
Clicking on “Find a Heat Treater” at
www.chta.co.uk takes the visitor to a
constantly-updated searchable database
that enables easy identification of CHTA
members providing various subcontract
heat treatment services in the North,
Midlands and South geographical areas of
the UK. 
Selection, based on processes offered,
materials treated and location, results in a
list of names of appropriate companies;
clicking on a name yields full details of the
company, with direct access to its own
website. Enquiries can be submitted to one
or more of the chosen companies with a
single click.

Processes
The “Find a Heat Treater” database covers
over forty heat treatment and ancillary
processes from which the visitor can
select.
Where appropriate, the search can be
refined in order to specify the preferred
medium in which a heat treatment is

conducted, the choice being: air or pro-
ducts of combustion; controlled/ protective
gas atmosphere; fluidised bed; pack;
plasma; salt; or vacuum/low-pressure
processing.

Approvals
All companies featured in the database are
members of the CHTA and, as such, are
pledged to maintain the highest standards
of quality and service. ISO 9001 is
currently the universally-accepted quality
accreditation, but many members hold
additional quality approvals from major
organisations, which are especially
relevant in particular market sectors.
National and international accreditations/
certifications held by CHTA members (such
as ISO 9001, ISO 14001, AS 9100, CQI-9,
ISO/TS 16949 and Nadcap) are listed on
the “Approvals” page of the website. 

Using a Contract Heat Treater
In order to benefit fully from the services of
a company featured here and in “Find a
Heat Treater”, the website recommends
that buyers of contract heat treatment
should involve the intended supplier at the
earliest moment. 
CHTA member companies have a wealth of
experience in heat treatment which can:

• make a positive contribution in the selec-
tion of the most appropriate treatment;

• warn of possible pitfalls;

• help avoid costly mistakes.
But, as the website observes, all of this can
only happen if the visitor chooses to draw
upon this expertise and specialist
knowledge. 

Specifying Heat Treatment
Clicking on “Specifying Heat Treatment” or
“Datasheets” at www.chta.co.uk accesses
CHTA’s series of Datasheets for Non-heat-
treaters, guides aimed at aiding sensible
specification of subcontract heat treatment
processing and avoidance of common
problems. Couched in layman's terms, they
answer the questions: What are the
treatments? What are the benefits? What
materials can be treated? What are the
limitations? What problems could arise?
How do I specify? Where do I go?
In response to the last question, the
datasheets recommend contact with
appropriate CHTA member companies
from those listed in this directory and at
www.chta.co.uk.

Selecting a heat treater at www.chta.co.uk

 

  

Ask Members

a Question...

Looking for specific subcontract
heat treatment capacity? ...

... post your enquiry on
“Ask the Members” at

www.chta.co.uk

Ask all the 
members instantly
Where a job is proving difficult to 
source (say, because of size or 
other special requirements), the 
“Ask the Members” page on 

CHTA’s website allows the visitor to 
ask all CHTA members if they can 
offer appropriate specific capacity. 
Once submitted, such an enquiry is 
e-forwarded to members instantly; 

any able to help reply directly.

The
Contract Heat

Treatment
Association

MEMBER DIRECTORY 2016
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…post your enquiry on
Ask the Members

at www.chta.co.uk 

Your enquiry is e-forwarded instantly to all CHTA members; any able to help contact you directly.

part has been achieved, it can be stored 
and reproduced by the furnace to ensure 
future consistency and quality. 
Wallwork in-house experts can even help 
component designers at the design stage. 
Discussing with the heat treater what 
properties they need from their component 
can influence the design, so the gains 
made at the heat treating stage are even 
greater.
Simeon concluded: “The affordability of 
the vacuum carburising process means it 
is not just for the big race teams. Self-
funded privateers and smaller teams can 
also benefit from heat treating components 
and, if required, Wallwork can go a stage 
further and apply advance coatings for 
even greater part performance on track. 
The UK has a vibrant and world-envied 
position in engineering for motorsport and 
everyone wants winning reliability.”

… AND MORE PLASMA NITRIDING 
CAPACITY
As the engineering and manufacturing 
supply chains emerge from the pandemic, 
plasma nitriding is again in significant 
demand for the heat treatment of new and 
replacement components.
Responding, Wallwork Group is upping 
capacity with the addition this year of two 
further Rübig plasma nitriding furnaces.
Simeon Collins commented “This is a 
further £650K investment by the group, 
this time in our Cambridge plasma nitriding 
centre, increasing the existing capacity to 
six operational plasma nitriders, providing 
24/7 processing. We are also adding a 
new dedicated area for inspection of case 
depth, structure and other quality aspects 
of the nitriding process.”

The Rübig furnace range chosen is the 
Micropuls Everest. This plasma nitrider 
offers several advantages, including three 
heating and cooling zones with the tem-
perature measured directly at the com-
ponent. A blast chiller shortens process 
times, while optimised filling and increased 
energy efficiency reduce running costs.
“The process has the major advantage of 
being relatively cool compared with other 
heat treatment methods. Importantly, this 
means the dimensions and characteristics 
of the base metal are not compromised. 
Also, it is ideally suited for low-temper-
ature plasma nitriding of stainless steels 
as it minimises potential loss of corrosion 
resistance in the metal, which could com-
promise its use in harsh environments,” 
Simeon added.

There are no chemical residues and so the 
process can be followed by physical 
vapour deposition (PVD) coating to impart 
even better wear resistance for use in 
high-load applications. Cambridge, also 
being Wallwork’s centre for advanced PVD 
coating technology, gives customers acc-
ess to both plasma nitriding and coatings 
under one roof. Combined with the 
Group’s dedicated transport fleet for pick-
up and delivery anywhere in the UK, this 
ensures an efficient and quick turn-around 
customer service.

Expanding vacuum carburising capacity for 
heat treating motorsport components

The first of two additional Rübig plasma 
nitriders for Wallwork Cambridge
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Temperature Profiling and TUS Solutions 
for CQI-9 & AMS2750

SS SolutionsSolutions 

Comprehensive
Passes through furnace with the product. 
•   Complete product temperature profile
•   Measurement at up to 20 points
•   Thermocouple type options (K, N etc)
•   Live 2 way radio communication option  

Safe
No Trailing thermocouples so quick, safe, 
system installation without production 
delays. Even with Oil Quench!

Easy
Fully compliant AMS2750 or CQI-9 TUS
reports with only a single Click!

... where experien
ce counts !

For all your Contract Heat Treatment 
Application Needs

PhoenixTM Ltd. 25 Earith Business Park, Meadow Drove, Earith, Cambs., PE28 3QF, UK
Tel: +44(0)1353 223100     E-mail: sales@phoenixtm.com     www.phoenixtm.com

0231 

  

Foundrax have been making hardness reference 
blocks for longer than any other UK manufacturer and 
were the first to achieve UKAS accreditation 

Brinell blocks feature mirror finish for easy              
indentation • Rockwell blocks available in standard 
and premium ranges • Custom grid, standard grid or 
no grid options • Extremely accurate manufacturing 
capability gives high confidence in results   

For details of our competitive pricing, call us on +44 
(0)1458 274888 or email sales@foundrax.co.uk 

All blocks supplied 
with UKAS certificates 
of calibration 

Blocks exceed BS EN 
ISO 6506 / ISO 6508 

and ASTM E10 / E18-20 
as appropriate 

Brinell and Rockwell    
reference blocks from the 
market leaders offer  
exceptional value  
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FORTHCOMING EVENTS

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

NICKEL PRICE (US$/lb)

Please send comment and 
news items for December’s 

Hotline 166 to: mail@chta.co.uk
Deadline: November 12th

ANALYSIS OF QUESTIONNAIRE REPLIES RELATING TO 22 CHTA MEMBER SITES

“THIS QUARTER” = 

1 APRIL -
30 JUNE 2021
= TURNOVER INDEX 100

OVERALL ANALYSIS
(22 SITES)

Mean
index

This quarter last year 82.8

Last quarter 94.3

Predicted next quarter 95.7

Tu
rn

ov
er

 In
de

x

Market Movements

Quarter
No. sites

Diary
Subject to pandemic
postponement/cancellation:
September 8-10 2021 (New date)
4TH MEDITERRANEAN CONFERENCE ON HEAT 
TREATMENT & SURFACE ENGINEERING
Istanbul, Turkey           MCHTSE-2021 (mchtse2021.com)

September 14-15 2021
FUTURE OF FURNACES
Online conference/exhibition partnered by Hotline     
Future of Furnaces (aluminiumtoday.com)

September 14-15 2021 
INTRODUCTION TO PYROMETRY
Manchester, England                https://p-r-i.org/pri-training/

September 14-16 2021 
HEAT TREAT 2021
St  Louis, USA
31st ASM Heat Treating Society conference and exposition.  
www.asminternational.org/web/heat-treat/home

September 14-16 2021 (New date)
SUBCON 
Birmingham, England                 www.subconshow.co.uk

September 14-17 2021 (New date)
5TH INTERNATIONAL CONFERENCE ON THERMAL 
PROCESS MODELLING AND SIMULATION (ICTPMS)
Cavtat, Croatia                            https://hdtoip.fsb.hr/

September 15-16 2021 
PRI WEBINAR: INTRODUCTION TO PYROMETRY
https://p-r-i.org/pri-training/

September 16-18 2020   
22ND CHINA (GUANGZHOU)  INTERNATIONAL HEAT 
TREATMENT & INDUSTRIAL FURNACE EXHIBITION
Guangzhou, China                www.heattreatmentexpo.com

September 17 2021
PRI WEBINAR: AMS2750 CHANGES IN REV F
https://p-r-i.org/pri-training/

September 22 2021 
SPAIN HEAT TREATMENT CONGRESS
Bilbao, Spain     http://metalspain.com/heat-treatment.htm

September 28 2021
PRI WEBINAR: HEAT TREATMENT OF TITANIUM 
ALLOYS                                     https://p-r-i.org/pri-training/

September 28-30 2021 (New date)
HEAT TREATMENT 2021
Moscow, Russia  www.htexporus.com/heat-treatment.html

September 29 - October 1 2021 (New date)
14TH HEAT TREAT SHOW – 2021
Mumbai, India                                www.htsindiaexpo.com/

September 30 2021
HEAT TREATMENT & METALLURGY ONLINE EVENT 2021
e-SEMINAR 4.1 HEAT TREATMENT & METALLURGY - 
SECO/WARWICK (secowarwick.com)

October 3-6 2021
2021 INTERNATIONAL BRAZING AND SOLDERING 
CONFERENCE
Denver, USA
2021 International Brazing and Soldering Conference | 
American Welding Society Education Online (aws.org)

October 4-6 2021
BASICS OF HEAT TREATING
ASM Education virtual option online                  
Basics of Heat Treating, October 4-6, 2021, Virtual Option 
- ASM International

October 6-8 2021
11TH INTERNATIONAL METALLURGY, FOUNDRY, 
FORGING AND HEAT TREATMENT INDUSTRY 
EQUIPMENT EXHIBITION 
Songdo Incheon, Korea                       
www.thermotec.co.kr/English/introduction.html

October 7-8 2021
HEAT TREATING, FURNACES AND EQUIPMENT
ASM Education virtual option online                
Heat Treating, Furnaces and Equipment, October 7-8, 
2021 - ASM International

October 8 2021 (New date)
SURFACE ENGINEERING GALA DINNER & AWARDS                      
Birmingham, England              
www.sea.org.uk/2021-awards/

October 11-12 2021
VACUUM HEAT TREATING
ASM Education virtual option online                                               
Vacuum Heat Treating, October 11-12, 2021 - ASM International
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October 11-12 2021 
INTRODUCTION TO PYROMETRY
Derby, England                         https://p-r-i.org/pri-training/

October 19-21 2021 (New date)
2ND METAL HEAT TREATMENT EXPO
Kielce, Poland           www.targikielce.pl/en/heat-treatment 

October 21 2021  
CHTA PUBLICITY SUBCOMMITTEE*
Birmingham, England

October 26-28 2021  
77TH HÄRTEREIKONGRESS                      
Germany’s heat treatment congress again online:
https://www.hk-awt.de/

November 3-4 2021
ADVANCED ENGINEERING 2021
Birmingham, England  www.advancedengineeringuk.com

November 11 2021   
CHTA MANAGEMENT COMMITTEE*
Birmingham, England


