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Welcome to
our latest
issue
A very special edition which throws a spotlight on
companies in N. Ireland. The HUB team spent a whole
week in the north of the country back in September and
visited many companies who are all included in this
feature. 

Everybody made us welcome and took us on a tour of their very impressive
and successful manufacturing operations. Located within a 50-mile radius of
Dungannon the manufacturing operations represent a huge percentage of
the quarry and recycling processing plant made in the world. With such a
heavily populated area all devoted to manufacture it is almost comparable
to ‘Silicone Valley’; with so many similar operations and engineering
excellence there is an identifiable engineering synergy.

Now with the end of the year in sight, we are all looking forward to some
very interesting exhibitions in the new year. The HUB team will be present in
strength at the forthcoming Conexpo exhibition in Las Vegas and as media
partners we will preview the show in the January edition.

In the UK, next year sees the return of the PlantWorx show in June where
we shall again be attending and supporting as a media partner. A new
exhibition for us next year will be the SteinExpo show in Germany where
again we will be media partners. Both these shows will be fully previewed
in our May and July editions respectively.

On a final note, we shall also be attending the National Fluid Power Centre
Exhibition and Conference which will be held in February at their HQ in
Nottinghamshire.

John Edwards
Editor
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This summer saw bulk materials handling specialists, SN Engineering, complete
a project to construct the largest single silo storage facility it had ever worked
on, thought to be the biggest silo of its type in the UK. The silo has a capacity of
3000m3 and was erected to increase product availability for Francis Flower at its
Runcorn Docks site in Cheshire.

Established in 1953, Francis Flower reclaims and processes mineral by-products
from industry to supply sustainable construction, agricultural, food and
pharmaceutical products across the UK. In 2015 the business expanded its
product portfolio to include GGBS, a by-product of the iron and steel making
process, and has quickly invested in this business to meet the growing
demand of its existing customers.

ENGINEERING
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Silo cone C 44TE being prepared for lifting onto structure

SN Engineering completes
one of the largest single silo
facilities in the UK



What is GGBS?

‘GGBS’ stands for Ground Granulated Blast furnace Slag
and is made from a by-product of the iron manufacturing
process. It is used to make durable concrete structures in
combination with Ordinary Portland Cement (OPC) and/or
other pozzolanic materials. The product is already widely
used in Europe, and increasingly in the United States and
Asia, for its superiority in concrete durability, extending
the lifespan of buildings from fifty years to a hundred
years. 

The use of GGBS significantly reduces the potential risk
of damage caused by alkali–silica reaction (ASR),
provides higher resistance to chloride ingress (reducing
the risk of reinforcement corrosion) and provides higher
resistance to attacks by sulphate and other chemicals.
This makes GGBS suitable for structures immersed in
water such as sea defences, or bridges where
foundations are set into the river bed. For example,
Blackpool’s sea defence and many others are now using
GGBS in subsurface concrete for sulphate resistance.

GGBS is also routinely used to limit the temperature rise
in large concrete pours. The more gradual hydration of
GGBS cement generates both lower peak and less total
overall heat than Portland cement. This reduces thermal
gradients in the concrete, which prevents the occurrence
of micro cracking which can weaken the concrete and
reduce its durability, and was used for this purpose in the
construction of many high profile UK civil projects, such
as the Channel Tunnel Rail, the Second Severn Crossing
road bridge and the Spinnaker Tower.

Concrete made with GGBS cement sets more slowly than
concrete made with ordinary Portland cement,
depending on the amount of GGBS in the cementitious
material, but also continues to gain strength over a
longer period in production conditions. This results in
lower heat of hydration and lower temperature rises, and
makes avoiding cold joints easier, but can affect
construction schedules where quick setting is required.
Concrete containing GGBS has a higher ultimate strength

than concrete made with Portland cement. It has a higher
proportion of the strength-enhancing calcium silicate
hydrates than concrete made with Portland cement only,
and a reduced content of free lime, which does not
contribute to concrete strength. Concrete made with
GGBS continues to gain strength over time, and has been
shown to double its 28-day strength over periods of 10
to 12 years. 

Environmentally, the product has many positive
attributes too, as the manufacture of GGBS requires less
than 20% of the energy and produces less than 10% of
the C02 emissions compared to Portland Cement
production.

With GGBS able to replace more than 70% of the
Portland Cement content in a concrete mix, it has the
ability to significantly improve the environmental
credentials of a mix, without compromising on quality.

Increasing capacity for Francis Flower GGBS

Francis Flower is one of only two GGBS producers
manufacturing this product in the UK at their plant in
Scunthorpe, which is located on the site of the newly
formed British Steel production facility, (formally owned
by Tata).

Shortly after acquiring the GGBS business in August
2015, Francis Flower was approached by its customers to
supply additional volumes of GGBS.  This was primarily as
a result of the accelerated reduction in the availability of
PFA, an alternative cementitious by-product derived from
coal-fired power stations, following Government
environmental legislation changes.

Despite a capacity in excess of 600,000 tonnes per
annum at its Scunthorpe plant, Francis Flower knew that
to meet growing customer needs in the timescales
requested, further investment in its GGBS business was a
must.

With this in mind, plans were quickly made to expand the
Francis Flower national supply capability by more than
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GGBS is widely used in concrete production throughout the UK for its
superior durability

Silo foundations, C165 cubic metres of concrete using Francis Flower GGBS
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200,000 tonnes per annum via the
expansion of its pre-existing North West
distribution terminal in Cheshire to
facilitate the importation of GGBS from
its strategic partners.  This strategically
important project would enhance the
Francis Flower GGBS supply offering to
over 800,000 tonnes per annum to ensure
sustainable product availability on time
and in line with its customers’ requests.

Located on the Manchester Ship Canal,
Francis Flower already had in operation a
5,000 tonne GGBS importation and
distribution facility, the first of its kind in
Runcorn, which would provide the basis
for its expansion project.  The project
itself was designed to increase storage
capacity by more than 70 per cent via the
installation of an additional silo facility,
whilst also improving the established site
infrastructure and logistics capability.  

The newly expanded site would also need
the capability of operating on a 24/7 basis
to provide the certainty of supply that the
Francis Flower customers demand.

In order to achieve this aim, Francis
Flower recognised that partnering with
the right engineering provider would be
vital if safety, equipment specification,
cost and tight deadlines were to be
achieved. The engineering provider of
choice was SN Engineering, based in
Gloucester. 

A challenging project

SN Engineering’s brief was to design a
facility that would accept and store an
additional 3,000 tonnes of GGBS
delivered via self-discharging ships, and
then onward convey the bulk material
from this storage facility into Francis
Flower’s existing road tanker load out
silos, via a lean phase conveying system.
This plan would increase the overall
Francis Flower storage capability at
Runcorn to 8,000 tonnes and had to be
delivered in eight months!

Francis Flower Group Operations Director,
Rowan Elliott commented: “The Francis
Flower business prides itself upon having
the ability to deliver value and
sustainability to its customers.  As project
lead, I knew that safely delivering a time
bound engineering solution would be
both exciting and challenging in equal
measure.”
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All the roof-mounted
equipment including the

pair of dust filtration
units were enclosed

within a roof mounted
‘penthouse'

Completed
project adding
3000 m3 storage

ENGINEERING



The main project restriction was the actual site area.
After carrying out an intensive site survey the chosen
location for the new facility was a narrow strip of land
between the dockside and the estuary. The challenges
that this narrow site posed were further compounded by
the small proportion of land actually available for
development, with the remaining area requiring 24/7
access for the Port Authority’s day to day bulk cargo
offloading and the existing supply of the Francis Flower
GGBS customers.

Director at SN Engineering (SNE), Mark Osborne,
explained the scale of the project: “Having analysed the
various options open to Francis Flower, it soon became
apparent that with such a restricted site area for final
location and, more importantly, lay down and sub
assembly areas, the only real option was for one large
silo facility. Having already supplied various 2600m³ x
12.5mØ silos in the past and with an all new 3000m³ silo

added to our range, a proposal was put forward utilising
this new, larger silo model. This would represent the
largest silo of this type undertaken by SNE and quite
possibly the largest of its type in the UK.” 

Francis Flower awarded the contract to SNE for the
design, supply and installation of the silo, and under
CDM requirements and a tight timeline, the task was set.
SNE rose to the challenge and completed in just eight
months - from initial conception and design, through to
manufacture, delivery to site and final installation. Actual
installation time for the silo took only seven weeks,
including fully cladding the structure. Alongside this, the
delivery of requisite site civil engineering and additional
works were delivered by the Francis Flower engineering
team, working in partnership with specialist contractors
and supported by in-house electrical and mechanical
expertise. 

The exposed location on the docks led SNE to specify
additional protection for the silo: “With the Manchester

Ship Canal being totally
exposed to the full force
of UK weather, the
design catered for higher
than normal wind speeds
(45m/sec) for that extra
peace of mind. Again, for
extra weather
protection, all the roof-
mounted equipment –
such as the pair of dust

filtration units – were enclosed within a roof-mounted
‘penthouse’. Further enhancements, for field longevity,
included marine painting the structure and all the
external surfaces of the silo. Even the bolts were
Geomet® treated, and to give you a sense of the size of
the project, we used 7.5 tonnes of bolts! One request
that made us all smile was that of seeking a NOTAM
(Notice to Airmen) approval from the Civil Aviation

Authority, because we were erecting the 35-metre tall
silo on the direct flight path of an international airport
three miles away – this made for some very interesting
photographs throughout the build!”

“The silo was equipped with a pair of high capacity, high
efficiency, fan assisted dust plants to ensure all
introduced dust laden air is safely managed, with only
pre-filtered air being released to atmosphere. With the
silo having a working capacity of approximately 3000
cubic metres, stock inventory is maintained via a dual
system of weigh indication: strain gauges fitted to each
of the 16 x 2.25 tonne legs and a continuous level
device; utilising the latest radar technology available to
constantly feedback data to the Francis Flower system
via a 4-20mA interface. Pressure relief valves and
mechanical high, and ultimate high levels, complete with
continuous ground testing capabilities, have also been
installed as additional safety devices as part of our ‘belt
& braces’ approach.”
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Lean phase pneumatic leading
to client's load out silos

Silo erection on direct flight path! Erecting the
final section

Silo inventory is maintained via
Radar and back up strain gauges
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To ensure the GGBS
discharges freely, the
whole of the silo cone
has been fitted out
with air pads and the
lower units have anti
wear discs installed to
counter the abrasive
sliding friction of the
product as it reaches
the outlet of the silo.
This is serviced by its
own dedicated ring
main, ensuring that
the area within the
cone can be aerated as
and when required. In
addition, the silo
aeration system is fed
by its own dedicated
low pressure-high
volume blower unit,
with the
aforementioned
blower being
enclosed within its
own acoustic cabinet
to minimise noise
pollution.

Once the new bulk
silo has been charged
with the GGBS, the
product is discharged

through an electro pneumatic, extra heavy-duty cast iron
slide valve. Onward discharge occurs via a special
heavy-duty, rotary valve-lean phase blowing system, to
Francis Flowers’ loading silos, feeding their road tankers
for onward shipment to end clients.

The first ship arrives

Mark said: “In early August we welcomed the first ship
into the docks and the first 2000 tonnes of GGBS was

successfully blown into the silo with ease, and more
importantly with zero dust being emitted to atmosphere.
Discharge to client’s day silos also proved uneventful and
met the client’s design brief in full. Francis Flower can
now turnaround ships in 24 hours rather than the 36-45
hours it took previously, as they have the facility to fill
both the new silo and the existing ones simultaneously. 

The whole site construction process was captured on a
time-lapse camera, which allowed Mark and the team at
SN Engineering to view the project remotely at the time.
“Using a time lapse camera worked really well, said
Mark”. It was fixed onto one of the existing silos and
could capture the whole construction site in high
definition. I found it really useful to check in on progress
or visualise an issue when I couldn’t be up at Runcorn, as
it took pictures every quarter of an hour during each day
of construction. Now at the end of the build, the photos
have been linked together as a time-lapse video and we
have a really good record of the project that we can look
back on with pride.” 

Rowan Elliott, further remarked: “Getting this project off
the ground as soon as possible to meet our customer
needs was crucial in order to enhance our GGBS offering.
SN Engineering delivered this project on time, on target
cost, and most importantly, with zero harm and in
compliance with UK CDM requirements. The completion
of this project is the culmination of many months of hard
work by the Francis Flower Runcorn-based team, SN
Engineering and a set of highly skilled contractors.
Expanding our GGBS offering is great news for us, and
more importantly, great news for our customers too as
we can further ensure continuity of supply of our quality
assured product.”

For further information on SN Engineering including
project evaluation or a site survey – contact:
info@sneng.co.uk

For further information on Francis Flower GGBS or to
view the time lapse video of the new silo construction –
visit: www.francisflowerggbs.co.uk/video

View from the top looking over Francis Flower site

Ships offload
via twin pipes
for faster
discharge

Early
morning
at
Runcorn
Docks

ENGINEERING
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WW1 Railway Workers
remembered at Freightliner

locomotive naming

On 11 November, Armistice Day, Freightliner
locomotive 66418 was named ‘Patriot’ in honour
of railway workers who lost their lives in World
War 1.

The naming ceremony, which took place at Freightliner’s new
maintenance facility in Crewe, was attended by more than 40
people, including Graham Wood, whose grandfather, Wilfred
Wood VC, a former employee of London North Western
Railways, was awarded the Victoria Cross on 28 November
1918 for conspicuous bravery and initiative on the Italian
front against Austro-Hungarian forces in World War 1.  

Following a remembrance service and observation of the two-
minute silence, Graham and Freightliner UK MD Adam Cunliffe
officially unveiled the name plaque.

“Freightliner is honoured to name locomotive 66418 ‘Patriot’
in commemoration of the 20,000 railwaymen who made the
ultimate sacrifice in WW1,” said Adam Cunliffe.  “It is
particularly poignant that the naming ceremony took place at
our new maintenance facility in Crewe, where the original war
memorial steam locomotive ‘Patriot 1914’ was built, in
remembrance of the fallen of the London and North Western
Railway.”

The naming is part of an initiative entitled ‘Project Railway
Honour’, the brainchild of Corporal Gareth Atkinson who
serves in the 1st Battalion of the Mercian Regiment. Under
the scheme, model railway manufacturer Dapol will produce a
detailed scale model of locomotive 66418 ‘Patriot’.  For every
model sold, a donation will be made to ABF – The Soldiers’
Charity - the national charity of the British Army.

“Seeing this project come to life with this very special naming
at the most apt of times was both an emotional and proud
day for me,” said Gareth Atkinson.  “Without the support
shown by all parties, especially Freightliner, this project would
still be just an idea on a piece of paper."

Phillip Naylor, Regional Director North West, ABF said:  “It was
an absolute pleasure to take part in the naming ceremony of
the locomotive, Patriot, named in memory of fallen railway
employees.  The whole team at Freightliner Crewe should be
very proud of the immaculate turnout of the engine and a
really moving naming ceremony that caught the spirit of
Remembrance perfectly.  Moreover, the nameplate will be a
lasting reminder of the sacrifice made by those who have
gone before.

“ABF The Soldiers' Charity are very pleased to be beneficiaries
of the initiative to fundraise through the sale of replica
engines, and this will help us in our mission to support
soldiers, veterans and their families in times of need.”

Pre-orders for the limited edition N gauge models of ‘Patriot’
can be made at the Warley National Model Railway Exhibition
at the NEC Birmingham on 26/27 November 2016 or at
http://www.projectrailwayhonour.com

www.hub-4.com/directory/7297
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McCloskey Washing Systems (MWS) has confirmed
that it is on target for the opening of a large state of
the art manufacturing facility in Co. Tyrone,
Northern Ireland in April 2017.

The announcement follows the recent launch of MWS as a new
division of McCloskey International Limited. The new world-class
premium manufacturing facility will manufacture the entire range
of MWS equipment including Mobile, Modular and Static Mineral
Washing equipment.

Sean Loughran, Director of MWS, commented, "McCloskey Washing
Systems is delighted today to confirm our ongoing investment in
this division with the opening in April 2017 of what is truly a
Centre of Excellence for the manufacture of our premium washing
equipment. This new factory will complement our existing facilities
in the UK, Canada and the USA and marks the next step in the
company’s strategy to become the global market leader in this
segment.

This facility will allow us to quickly ramp up production to meet the
ever increasing demand from our global dealer network for our
washing equipment. This month will see the launch of our largest
wash plant to date – the SandStorm™ 620, and this factory allows
us to manufacture these units in an efficient manner while ensuring
optimum quality on every aspect of the machine.

McCloskey Washing Systems fully assemble and test every machine
prior to strip down and packing to ensure every aspect of the
machine meets the exacting standards of our quality Department
and most importantly, our customers. This new facility allows to do
this with even the largest of our machines. The CoE will also
incorporate a large Customer Centre where our customers will be
able to visit the factory and see their machine in all their glory
before receiving them on their site.

www.hub-4.com/directory/548

www.hub-4.com/directory/13395

Maximus Crushing & Screening are pleased and
very proud to introduce the all-new "Direct
Drive" MXJ-1100 Jaw Crusher.  After an intense
12 months in design, the new "direct drive"
crusher system from Maximus is finally here. 

The MXJ-1100 features a fully direct drive system in forward
& reverse in Crushing mode and requires no hydraulic motors
with an optional reversible unblocking system.  

The 1100 mm x 700 mm (44” x 27”) Jaw Crusher runs on a
Cummins QSB 6.7 Tier 4i engine and is equipped with a gear
box that will utilize 97% of the engines power and is 25%
more efficient than a modern closed loop hydrostatic driven
Jaw Crusher.  This provides the end user with top efficiency
and a substantial fuel saving over a year’s production in turn

delivering huge savings of up to 30,000 litres of fuel per year. 

“It’s hard to get something new on the radar” said Shane
O’Neill, M.D.  We have put a lot of effort into the product
design & development, done a lot of research on existing
products in the market place, and explored the customer
demand - we are sure the MXJ-1100 will ‘revolutionise’ the
sector.  I personally think we have brought this product to
market at the perfect time – design & manufacturing is
important but launching a product at the right time is also
key.  We start out strong so we can sustain success.  The
product has been put through its paces and undergone robust
testing – we are ready to ramp up production when the
product takes off”.

McCloskey Washing Systems announce new
Manufacturing Centre of Excellence in Ireland

Maximus Crushing & Screening release an
incredible new product
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New Tesab 1012TS and
623CT Asphalt Crushing
Plant has been installed in
the UK. 

www.hub-4.com/directory/570
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The Tesab 1012TS Large Impact Crusher is being used to accept the
large lump sizes. With the unique design of the crusher unit this
crusher can accept the large feed size whilst at the same time
produce a secondary type crushed material. www.hub-4.com/directory/819

By using the x2 deck independent pre-screen on
the 1012TS, a 40mm minus material can be
removed at 150TPH from the side belt and sold as
low grade “Trench Fill”. The Final Product is then
screened at 12mm minus with Production at
150TPH, with any oversized material returned to
the Tesab 623CT Compact Impact Crusher.

Overall the Tesab Asphalt Crushing and Screening
Plant is directly increasing Asphalt content to
Plant from 5% to 8% which is a massive saving
for the Company.

Due to the unique design of the Tesab Crushing
Unit, a much higher percentage of material
passing specification can be achieved in a single
pass of the crusher, with performance of even the
smaller compact Tesab crusher’s equivalent to
that of much larger type crushers from other
manufacturers.

This has resulted in fuel, wear and overall
efficiency savings for the operator which is
allowing the Tesab 623CT Impact Crusher to
quickly become the machine of choice for Asphalt
Recycling & Crushing Applications.

Miller chairman raises close to £20k with charity
cycling challenge

Keith Miller, chairman of earthmoving
attachments manufacturer Miller UK, has
completed an epic Italian cycling challenge,
covering hundreds of kilometres and raising
close to £20,000 for charity.

The gruelling 746km five-day challenge, which was the second
stage of this year’s Virgin Strive Challenge, saw Keith ride
alongside Richard Branson and hundreds of other riders all
pushing themselves to the limit. The challenging route, which
started in the Italian Alps and finished in Magliano in Toscana,
involved cycling more than 100 miles every day for five days
straight and conquering a total elevation of 6,764 metres.   

Keith has smashed his initial fundraising target of £12,000,
with the total amount raised currently standing at an
impressive £19,500 and still counting, which is all going to go

to the Big Change charity. The charity, which offers alternative
ways of supporting young people and helping them to thrive
in life, works hard to give young people the skills to believe in
their own ability to drive change. It also focusses on helping
young people to access the opportunities they need to develop
and grow and creates supportive environments for them to
facilitate change.  

Keith said: “When I was asked to take part I agreed without
hesitation. The work that the Big Change charity does in
helping to give the next generation the confidence and belief
that they can achieve their ambitions in life is something
which is very close to my heart. 

“Being part of the Strive Challenge was incredible - the
intense physical and mental challenge was like nothing else I’d
experienced. I’d like to personally thank every single person
who donated to the cause and helped me smash my target.
Your support meant the world to me and was what kept me
going throughout what has to be one of the toughest weeks
of my life!” 

This is the second Virgin Strive Challenge and follows on
where the first challenge finished in 2014, at the base of the
Matterhorn mountain on the border between Switzerland and
Italy. Over 28 days, the core team hiked, cycled and even
completed a triathlon stage as they travelled through Italy and
to the summit of Mount Etna in Sicily, making the 2,300km
journey entirely under their own steam, all to raise funds for
the Big Change charity. 
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Construction market demand
for mineral products was lower
in 2016Q3 compared with the
previous quarter, providing
some evidence of a slowdown
in construction activity over
the summer. 

Following strong markets in the second
quarter, MPA sales of ready-mixed
concrete (RMC) declined by 1.4% in
2016Q3, whilst aggregates and asphalt
fell more marginally by ½%. Mortar
sales however, closely linked to housing
activity, grew by 1% over the quarter,
after two quarters of relatively flat
volumes.

Beyond the quarterly fluctuations
however, the longer-term trends remain
positive and contrast with Office for
National statistics (ONS) outputs which
show more muted construction activity
so far this year. Sales volumes for all
materials were higher in 2016-Q3 than
in the same quarter last year, and RMC
and aggregates sales increased by 4.6%
and 4.3% respectively in the year to
September compared to the previous
year, whilst mortar sales stood 3.8% up.
Materials such as RMC and aggregates
are used across all major construction
sectors, particularly in the earlier stages
of projects, and therefore provide hard

evidence of work happening on the
ground.

Asphalt sales however have been
volatile since mid-2015, raising industry
concerns over the phasing and visibility
of Highway’s England’s road
programme. Despite 11% growth in
sales volumes during the second quarter,
asphalt sales were marginally down over
the summer, and stood 2.3% below their
level in the year ending in September
2016 compared with the year to
September 2015. 

Looking forward, the weaker outlook for
business investment and real wage
growth, as a result of the vote to leave
the EU is expected to constrain
construction activity over 2017/18, with
infrastructure spending likely to be a
more positive feature of construction
from 2018.  RMC and aggregates sales
are now expected to grow by 3% over
2016-18, and 1% for mortar volumes.
Asphalt sales however are expected to
be 4% lower in 2018 compared to 2015,
as local authority road budgets remain
constrained and Highways England work
is being delivered more slowly than
previously expected.

Aurelie Delannoy, Chief Economist at
MPA, commented, “We don’t know if

the slowdown in sales over the summer
is due to the Brexit vote, but it is
important to note the stronger than
anticipated markets throughout 2016 so
far. We anticipate the bigger Brexit-
related impact for our materials to
appear more clearly in 2017/18 in line
with general construction activity.”

“This outlook could improve notably,
however, if the political response to the
referendum is to increase public
investment and encourage private
investment. Decisions to accelerate the
delivery of transport and energy
projects, as well as general
infrastructure and housebuilding, would
stimulate medium term economic
activity and boost productivity and long
term potential growth. Sluggish
productivity growth is a longstanding
problem for the UK economy;
encouraging both public and private
investment should help. The particular
need to stimulate regional growth is
also evident given the limited post-
recession recovery in regions outside
London.  The revival of interest in some
form of Industrial Strategy linked to the
regions could play an important part if it
is action orientated, genuinely strategic
and avoids trying to ‘pick winners’. We
hope that the forthcoming Autumn

Mineral Products sales lower in 3rd Quarter
whilst outlook for 2016 remains positive

Screening…
behind every passion there is a driving force – this is ours ....... WS85

We aim to offer the most successful screens. Whilst constantly searching for new and better 
solutions we do not follow short-lived trends, but build on our experience.

T. 01327 264227  F. 01327 264228 Email: screendecks@tema.co.uk

www.temaisenmann.co.ukCustomers world wide enjoying world class products
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TEREX|FINLAY crush
San Antonio with
spectacular new model
launches at customer
open day
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Terex|Finlay, recently hosted an Americas
customer open day in San Antonio, Texas. In
addition to US, South American and Canadian
based visitors there was also an international
flavor with customers and dealers in attendance
from Ireland and Russia. 

The event and product demonstration were hosted by Martin
Marrietta, Medina quarry, just outside San Antonio and saw
Terex|Finlay unveil three new machines at the event. These
were the first production models to reach American shores.

• NEW I-140 impact crusher
• NEW C-1540 direct drive cone crusher
• NEW 674 inclined screener

The on-site demonstrations featured eight Terex|Finlay
machines in three working demonstration zones and one
machine on static display. 

The full machine line and demonstrations were structured as
follows:

Demonstration 1
Featured the NEW I-140 impact crusher feeding into the
mammoth 893 heavy duty forward facing screen.
Demonstration 2
The headline act, incorporating the J-1170 jaw crusher, NEW
C-1540 cone crusher and NEW 674 inclined screen. 
Demonstration 3
Featured the mid-sized 873 heavy duty forward facing screen.
Keith McCann, Americas Sales Director, commented on the
event, “It was a huge pleasure to welcome so many
customers to yet another successful Terex|Finlay Americas
open day. Our new product developments this calendar year
have been unprecedented. We place a lot of emphasis on
listening to what our customers tell us they want and need
from their equipment day in day out and judging by the
feedback that we have received on the new product launches
we are on the right track with our new product development
initiatives. To our hosts, Martin Marietta, Medina, Thank you
so much! Working with you was a pleasure from start to
finish, and we feel so honored to have had access to such a
great site.  Thank you for making our open day, the success of
the event was in large part due to you guys and your
committed colleagues!”

Sandvik has merged its operations Sandvik
Mining and Sandvik Construction into one
business area called Sandvik Mining and Rock
Technology.  Coinciding with the above
announcement Sandvik will move into a new
location in Portlaoise, Ireland.

Sandvik Mining and Rock Technology operations will be
organised in a de-centralised business model with separate
product areas based on the product offering. Each product
area will have full responsibility and accountability for its
respective business.

"Products developed for the customer segments mining and
construction are based on common technologies with a similar
aftermarket offering.  By joining the operations into one
business area we achieve a leaner and more efficient
structure. The decentralized business model enables an even
clearer focus and faster response to our customers", says
Björn Rosengren, Sandvik´s President and CEO.

Stationary Crushing & Screening / Drill
Equipment & Tools

The move shows clear intent and is part of Sandvik’s long term
plan to support customers in the Irish market for Mining,
Surface Drilling and Crushing applications. The new facility at
Portlaoise will hold stock of key spare parts and key rock
drilling tools for drilling machines and crushers.

A fully integrated workshop is available for the repair and
maintenance of machines, including the large underground
loaders and trucks used at Tara Mines.  Service Engineers will
be based at the facility and will be utilised in the field and in
the workshop.

Sandvik are also pleased to inform their customers of the
return of Mark Fekkes to the company. Mark who previously
worked for both Svedala and Sandvik will be responsible for
the sale of stationary equipment, parts and service in the
North and South of Ireland. 

Mobile Crushing & Screening

Sandvik mobile crushing and screening will transact as a
separate business unit with a focus on its direct customers and
global distributor network. This will be led by the
manufacturing plant in Ballygawley, Co. Tyrone.  

Sandvik merges
operations forming
Sandvik Mining and Rock
Technology and moves to
new premises in Ireland
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On the third day, the HUB team went to visit
Ecohog who are based in Co. Tyrone, Northern
Ireland, the capital of engineering.

Ecohog are a family owned equipment manufacturer operating
on a global scale with over 20 years’ experience supplying
equipment to the waste and recycling sector. Through
extensive market research, research and development and
concept design in finding solutions to waste sorting problems
the company has developed the Ecohog WindShifter and Metal
Recovery ranges which are some of the most efficient
separation technology in today’s market.

We were met by Tracey McNally - Managing
Director and Colleen McDermott - Sales and
Marketing Co-ordinator. 

Tracey, commented, “Our expansion has been rapid, we have a
niche offering and currently export to 12 countries worldwide.
We are probably a bit different from a lot of manufacturers as
they have mainly standardised production lines whereas our
manufacturing is more bespoke. Therefore, we can adapt to the
needs of the customer which they appreciate as we can supply
the specific equipment they require. This is particularly
appealing to customers with more challenging separation
scenarios who we can consult and work with to provide
exactly the specification to deliver the solution they need.”

Product ranges:

The Ecohog product range has been designed for both mobile
and static installations incorporating low energy consumption,
low noise levels, and low dust emissions whilst meeting the
latest law regulations and promoting the environment at a
more affordable price. Ecohog have extensive experience and
knowledge of the industry, each Ecohog unit is custom tailored
to accommodate the customer’s specific needs and process
requirements.

Tracey, continued,” We mainly focus on the windshifters which
are our core product offering. The Ecohog WindShifter unit
allows customers to incorporate air separation into new or
existing processing configurations that experience
contaminates in the materials. The technology provides an
alternative to manual sorting which is both exhausting and
expensive. In the UK and Ireland this is now necessary with
the customers being legislatively driven to produce higher-
grade products.”

“Through R&D and liaising with customers we also introduced
The HogMag Eddy current separator to our product range. The
HogMag is designed for the recovery of ferrous and nonferrous
metals from residual applications incorporating Eriez
magnetics components into our HogMag’s. In many
applications, our customer’s identified the need for metal
recovery in addition to the air separation therefore our
products are complementary to each other as well as existing
products in the marketplace such as trommels, screens and
shredders. We are currently employing a variation of Ecohog
products in applications such as glass clean up in North
America and landfill reclaim in Australia. 

Tracey, continued, “We have also added another product into
the range – The Razorback Starscreen which has just been
launched. This has been specifically designed for the wood
recycling sector. Teaming the Razorback with a shredder
creates a closed loop system that eliminates second handling
of material. Material which has not been sized passes through
the Razorback screen and back through the shredder until the
wood is shredded to the required size. Not only is the perfect

Ecohog – A dynamic family
driven business with solutions
for waste sorting problems
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product produced but the need for manpower and material
handling is removed with this system, maximising return, so
we are very excited about this new range.”

Recently at the RWM exhibition in September the company
launched the AirHog Suction System which is ideal for some
waste processes that don’t need the full capital expenditure
because their ‘lights’ contamination isn’t a big enough issue to
actually warrant the purchase of a WindShifter. However they
could introduce the AirHog onto the end of the waste process
that would reduce or eliminate their ‘light’ problem. 

Dedicated to continuous improvement and ongoing
development the company are also currently involved in a
range of R&D projects. Other developments include the
manufacture of tracked models, another option that will
maintain the ethos of providing recycling equipment that
complements other equipment in existing waste processing set
ups.

Tracey continued, “We get a lot of positive feedback from our
customers who are all treated like members of the family.
Enquiries are followed up with site visits so we can examine
the waste stream and fully understand what the client needs.
We also take the client to visit working equipment in a similar
scenario so they can view the equipment. In the UK, we are
excited to have appointed three well known distributors –
Molson Green, Warwick Ward and WolfEco and are working
very closely with them to ensure we have quality market
penetration.
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Declan McNally – Technical Engineer, added a final note, “First
and foremost Ecohog are all about separation, specifically air
separation and magnetic separation. There has been a lot of
recent discussion about trommel fines, I believe we have
proved that trommel fines separation is achievable using
mobile equipment from our range. With our product range you
can add to your existing set-up with our equipment so in
reality most of our customers will have part of the equipment
before they contact us because we are not selling them the
whole fines processing plant. We can provide a simple solution
to cleaning trommel fines, making the process more effective
through our product enhancements.”

“Compost oversize is another suitable fraction for our
products, for example the configuration of a trommel with a
windshifter can effectively clean up the compost oversize. We
know we can improve the efficiency of existing mobile
equipment already in the sector by simply adding our modular
equipment to the waste process line that exists.”

“From a fines processing point of view we don’t necessarily
advocate buying a large turnkey plant particularly because of

the large capital outlay, lack of flexibility, daily overheads and
labour costs associated with an operation of that kind.
Therefore, as a company we are looking at a solution from a
completely different angle with the aim of providing a cost-
effective but efficient alternative.”

“We are also looking at rental through our distribution
networks because some waste operations don’t need or wish
to make to make the capital investment. We believe there are
big opportunities in the rental market as set up can be quick
and it offers an ideal solution for processing over shorter
periods.”

The HUB team were then taken around the site. It was
apparent the speed of expansion that has been achieved in a
very short period with more planned in the future. With
EcoHog WindShifters, AirHogs, HogMags and Razorback
StarScreens in production it illustrated a very efficient and
busy production line.

www.hub-4.com/directory/17000
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CK International have recently installed a state
of the art twin ram baler in Irish Waste,
Carryduff, Belfast. Irish Waste, one of the
leading waste companies in Northern Ireland,
offer a comprehensive range of waste services to
their customers. 

As a result of expansion into the recycling market, Irish Waste
identified a need for an automatic baler to handle large
volumes of waste and approached CK International for a
suitable solution.  

Following a detailed and extensive consultation period
involving site visits, audits and factory trials, CK International
were able to understand exactly what Irish Waste required and
were thus able to provide an effective customised solution.  

The CK TR121XL-120T-59kW installed in Irish Waste is the first
twin ram baler in the CK TR121 range to be installed by CK
International in Northern Ireland.  

Irish Waste are baling a range of materials including
cardboard, RDF, SRF, mixed rigid plastics, plastic film and
aluminium cans. They are delighted with the baler’s
performance and are achieving throughputs of up to 13.5
tonnes per hour for cardboard and up to 30 tonnes per hour
for RDF.  

This twin ram baler, which has 120 tonne press force and a
59kW motor, is one of a wide range of twin ram balers offered
by CK International.

Two bale sizes are available on our twin rams – 1.1x1.1x1.4m
and 0.75x1.1x1.4m.  These bale sizes are ideal for optimum
container loading. The CK International twin ram balers
produce very high density bales, thus maximising container
weights. There are three tying options – wire tying system,
plastic strapping system and dual tying system incorporating
both plastic and wire tying to facilitate the baling of various
waste materials.

CK International have a UK based service team who can
service and maintain all balers.  We have a number of
reference sites throughout the UK and site visits can be
arranged on request.  For more information, visit our website
www.ckinternational.co.uk or contact our sales team on +44
(0) 2887 753966

CK International
twin ram baler
for Irish Waste

www.hub-4.com/directory/178





Spotlight on Ireland

www.hub-4.com  Nov 2016 - Issue 41| p24 | 

HUB-4 went along to meet the EDGE team and
take a tour of their large manufacturing facility.
Based on Farlough Road in Dungannon, EDGE
have had exciting growth over the past few
years since their establishment in 2008 and now
employ over 120 staff, producing of upwards of
200 machines each year to service the material
handling and recycling industry. 

We talked with Adrian Donnelly of EDGE Innovate “We’ve
recently invested £3.4m in our fabrication facilities with large
investment being directed into our spray-shop facilities. We
have increased our aftersales team substantially with
additional expansion of our direct sales team with two new
sales people located in London, two in Scotland and two in
California. We have also, launched our new Evolution
programme, which has allowed industry professionals to start
their own distributorships for EDGE. The programme provides
full technical training, extensive market research and on-going
support to enable incubation of a successful business for those
taking part. This of course ultimately allows us to grow the
business successfully and to tap into new markets.”

“When you look at our portfolio, there is no other company
that has the range of products that we have, from material
handling and tracked conveyors right through to slow speed
shredders for the recycling industry, and we will continue an
aggressive product development into 2017 and beyond.”

“We have our own in-house design team, allowing us to
design a solution around the clients’ requirements and provide
them with a final product absolutely bespoke to their
application. Everything is built from scratch on-site here, from
design, right through to production and testing, and we have

our own technical engineers who then go out to install and
commission the machines, and to assist our 60 strong dealer
network globally. We export 94% of all products that we
manufacture here, with many of those products being
designed to fit into standard 40ft containers to keep shipping
costs as low as possible for our clients.”

We took a tour around the 150,000ft² manufacturing facility
“Here we have our own complete state of the art fabrication
facilities in which we are consistently reinvesting in. We have
just recently invested in brand new laser cutting and forming
machines to help us improve quality and increase throughput.
We have over 25 years of high quality fabrication expertise,
and this is reflected in the quality of our end product, it really
is in the detail. We also pride ourselves in the quality of our
paintwork and with our new paint shop and ovens, we are
able to provide a high standard of finish. We have a full sand-
blasting process, and high quality two-pack paint finish across
all our components. We operate a full parts facility on-site with
spares and assembly items for all our product range, allowing
for a smooth manufacturing and assembly process.”

Adrian added “We have quite a few exhibitions planned in
2017, staring with the USCC Compost’17 Show, Hard Hat,
ConExpo in Las Vegas, SteinExpo in Germany, N-Expo in Japan,
and PhilConstruct in the Philippines. We are exhibiting at
ConExpo in the main silver lot, and will be taking three
machines over to showcase including our recently launched
FreeFlow 186 flip flow screen and MC1400 track material
classifier. The Freeflow screen which has a scalping top deck
and a flip-flow bottom deck has the ability to run 10% faster
than competing flip flow screens and has a mat acceleration of
up to 50g. This allows the screen to cope with sticky material
that traditionally blind and peg in traditional horizontal

EDGE Innovate push the
boundaries of design and
manufacture in Northern Ireland
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screens. We have enhanced the screening area by vastly
reducing the dead areas found on the feed shelf and top deck
cross members. Its intelligent modular top deck system allows
operators to install numerous media types such as 3D panels,
punched plate etc. All of which can be quickly and easily
installed side by side.  On the bottom deck, the powerful
snapping of the bottom deck media generates high material
acceleration that disperses particles sufficiently to allow
smaller fractions the opportunity to reach the screen surface
and pass through freely. It is this combination of high
acceleration that helps the FreeFlow from blinding or clogging.
We have designed a brand new fastening system for the
bottom deck media, which cuts down drastically on
screen replacement time. The MC1400 also
being showcased at ConExpo 2017,  is a
track mounted material classifier that
provides operators with the
ability to extract impurities
from highly

contaminated material in just one pass.  It utilizes controlled
air as a separation medium and is the ideal solution for the
cleaning of compost and biomass fractions with its ability to
separate heavy and mid-weight fractions from lights. Next year
will also see us launching another four new products to our
already extensive product portfolio; so we have an exciting
year coming up.”

For more information on EDGE Innovate visit
www.edgeinnovate.com or for their ConExpo micro-site visit
www.edge-event.com 

Darragh Cullen,

Managing

Director with

Adrian Donnelly

of EDGE

Innovate

Adrian Donnelly of
EDGE Innovate with a
LTS 75 Low-Level Feeder
Tracked Stacker
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Its official, The Vulcan burner design has been
granted a European Patent! This endorses the
Vulcan burner as unique and innovated, in both
its design and energy efficient concept.

Vulcan Burners are the leading bespoke combustion burner
manufacturer for the UK Asphalt Industry. 2016 has so far
been a very exciting year with many new products & services
launched and with the demand for such products we will
continue to push innovative ideas to the forefront of the
industry.

Such products launched this year include the multi-angled,
multi-fuelled jet burners to enable maximum production on
existing compact plants, the increasingly popular LPG Burner
range and also the bespoke CRM site efficiency program
system and software, which is ideal for area, group and
energy team management.

With the demand of these products and services, it has also
proved an exciting second half of the year with the Vulcan
Asphalt Group recently relocating to larger premises that will
enable the company to grow and meet our innovation targets
for these new products & services as well as provide us the
facilities to enable the highest standards of research &
manufacturing for our products.

As mentioned the multi-angled burner range has proved very
popular this year, providing our customers with the ideal
solutions to maximise production using the most efficient
model of burner to suit their production requirements, where
in the past, due to space restrictions, smaller burner models
would have been used to which the customer could lose up to
15% of their potential production targets.

Vulcan Burners
Innovative Year 2016
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The burner range can be tailored and adapted
to suit all applications, even in the most
restricted of spaces.  A Modified right angled
V11 design burner has recently been
successfully installed at Aggregate Industries
Ltd, Redditch Express, where the burner was
ordered to replace an old unit that was both
inefficient and the customer was struggling
with reliability. Not only has the efficiency and
reliability massively improved, with the space
restrictions in place, the vastly enhanced ease
of use and maintenance has been commended
by Site Personnel and Management.

With the express site plant being in an indoors
environment, the challenge that faced the
installation team did not interfere with the
customers’ production schedules and did not
incur any unwanted downtime, the installation
was completed successfully over a weekend
with the burner fully commissioned and
running on the Monday morning.

Installation & Design Engineer Jonathan
Gregory stated, “Both our Client and
Installation team were extremely pleased with
the burner installation, from the initial site
survey that is part of the burner supply
package, there were no “unknowns” during
the installation and any elements of difficulty
had been thoroughly thought through,
ensuring that the whole installation went to
plan and no delays occurred.” 

With the unique design of the Vulcan burner,
it provides the Asphalt Plant user an

alternative option for high efficient
combustion performance for any
asphalt plant system. The
additional angled feature can be
used on any Vulcan burner option
from the Oil only to the LPG
burner range. Also another
advantage to this option is that
it ensures the customer, that
the plant can work to its
maximum capacity if required
and the burner unit will have
the adequate power to produce
high capacity timed tonnages
and be able to mix all variety of
asphalt mixes from RAP to High

temperature mixes.

With 2016 nearly
complete, 2017 looks
to be another busy
year. Vulcan burners
are also able to offer
different packages to
suit the customer’s
requirements from
finance over a set
amount of years, 0%
carbon trust loans (T&Cs
apply) and bespoke
payment plans tailored to
suit your requirements. 

If you would like further
information on the Vulcan burner
range or any other of our products
& services, please visit
www.vulcanburners.com or email
Jodie McCann on
jodie.mccann@burnerservices.net

www.hub-4.com/directory/11981
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Based in Dungannon, Co. Tyrone Dernaseer specialises in
the design and manufacture of washing plants and
equipment for the sand & gravel, quarry and recycling
industries. In business since 1988 the company has
extensive experience in providing the correct solution for
washing and offers everything from a complete turnkey
washing plant to any component from its range of washing
equipment including screens, cyclone sand treatment
plants, log washers, bucketwheel sand washers and water
treatment plants.

The company’s DWP450 mobile washing plant launched earlier this year at
Hillhead provides sand and gravel producers with a truly mobile, high
capacity washing system. The highly versatile and portable DWP features a
triple-deck 20’ x 6’ (6m x 1.8m) inclined washing screen capable of
producing one or two washed sand products and three washed aggregates,
along with a cyclone sand processing unit incorporating a rubber- lined
slurry pump, sump tank, hydro cyclone(s) and dewatering screen, which
maximises the amount of saleable sand produced. The sandbox and
discharge chutes are rubber lined to reduce wear and noise. The plant is mounted on a heavy-duty triple axle wheeled chassis
with onboard catwalks providing access to the screen and sand unit. The DWP 450 is typically supplied with a mobile feeding
and pre-screen unit, and wheeled stacking conveyors to provide maximum productivity and portability to the operator.

Armstrong Aggregates in Lancashire recently took delivery of a DWP450 system and Managing Director David Armstrong said
“Dernaseer did exactly what they said they would do. The 450 is a no nonsense washing plant that is easy to set up and run
providing us with the lowest cost per tonne. We have also found that it is very easy to carry out routine maintenance and
service”. 

For more information on Dernaseer Washing please email info@dernaseerwashing.com or call +44 (0)78 098 64869

Armstrong Aggregates invest in a
Dernaseer DWP450 Mobile Washing Plant

NO NONSENSE & VALUE FOR MONEY WASHING SOLUTIONS
BEST CHOICE FOR MEETING STRICT SPECIFICATIONS FOR CLEAN SAND AND AGGREGATE

• Mobile wash plants
• Static & modular wash plants
• Washing & rinsing screens
• Cyclone compact sand plants
• Bucketwheel sandwashers
• Scrubber barrels
• Logwashers
• Hoppers & feeders
• Conveyors
• Water treatment & silt management
• Fresh water pumps
• Slurry pumps

Dernaseer Engineering Ltd. 114 Gortlenaghan Rd., Dungannon, Co. Tyrone. BT70 3BW

E. info@dernaseerwashing.com  T: 078 098 64869  #nononsensewashing

www.dernaseerwashing.com



The Waste & Recycling
Industry in Ireland has come
a long way in recent times,
and is now beginning to rival
the UK in terms of supplier
coverage and quality.  We at
the bmi group have seen a marked increase in
customer queries and subsequent orders as
confidence grows within Irish companies.  With
this in mind,  we are very happy to announce
the appointment of a dedicated Sales
Development Manager for the Irish Market,
David Kidd.  David comes to us with a wealth of
sales experience and has already been busy
getting the miles under his belt as he makes
himself known to potential customers.

Irish hauliers are still primarily tipper users, with customers
paying particular attention to the aggregate & scrap models
within our recently launched tipper range.  These traditional
trailers will always be a prominent feature of Irish hauling,
however, David has witnessed an increase in walking floor
enquiries as companies begin to harness the benefits of
Biomass.

2015/16 was a particularly buoyant year within the Irish
market, across the waste & recycling range, and with the
successful introduction of our tipper range, we anticipate an
increase on sales of at least 20% in the next financial year.
The ongoing weakening of the pound is also a contributing
factor for Irish buyers as they seek to find the best value for
their Euro.

We are celebrating our 15-year anniversary of manufacturing
walking floors in the UK & Ireland, and to mark the occasion,
we have been running a competition on our Facebook page,
asking users to send us in photos of any bmi trailers.  We’ve
had a great response so far, and the photo with the most likes
by 16th Dec 2016 will win a food hamper.  Check out
www.facebook.com/thebmigroup for full competition details.

David Kidd, Regional Sales Manager (Ireland)
07908 686 595
d.kidd@thebmigroup.com
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bmi Group
celebrate their
15th
Anniversary of
manufacturing
walking floors
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A third day in Dungannon found the HUB team
visiting the Kiverco operation and we met
Aidan McKiver and the Export Sales Manager -
David Carlisle who told us all about the
operation today.

Founded in 1993 with a philosophy of how the product should
be built, the company was quickly recognised for the quality
and strength of their equipment. As the company’s reputation
grew so did its customer base; both locally and
internationally.

Founder – Aidan McKiver, commented, “Large contracts for
fabrication works from major global engineering companies
soon followed which allowed Kiverco to develop its
engineering and manufacturing processes and subsequently
offer complete solutions for material recovery facilities in a
growing recycling and waste processing industry.”

“Since those early days Kiverco have grown to become one of
Europe’s leading plant builders in the recycling and waste
processing industry. Our philosophy however remains the
same from planning and design, to engineering and build,
from installation and service to after sales care, everything at
Kiverco is uncompromisingly built, ensuring customers benefit
from maximum lifetime value from all Kiverco plant.”

Today Kiverco consult, design, engineer and build
uncompromisingly robust recycling plant for any business in
the waste processing industry. They support private enterprise
and municipalities throughout the UK and globally. Through
their robust design and engineering, they ensure optimal
performance of their plants to give their customers maximum
uptime and therefore maximum output. They also offer
customers the security and flexibility to modify existing plant
over time, in line with latest industry and market
developments. As Aidan says, “Our equipment goes together
like Lego bricks. It’s extremely versatile and easy to change.

Their extensive experience, and professional relationships with
world leading technology partners and their comprehensive
service programmes combine to give their clients total
confidence and control over the lifetime of their investment.

David Carlisle – Export Sales Manager took up the story,
“Kiverco have been one of the forerunners in the Recycling
Industry in the UK and Ireland, with plants going back many
years. We started in the C&D waste sector which was our
foundation in the early days. Since then we have developed
our expertise, so that today we have facilities around the
world recovering construction, commercial and municipal
household waste, and also producing waste derived fuels such
as RDF and SRF which turn waste into energy.”

“In the main we specialise in the supply of bespoke stationary
plant, which is designed and manufactured in-house and
integrated with specialist equipment from our technology
partners. In essence, we have scaled up every year with the
bespoke plants which are quite complex and require critical
project management. It’s not all about manufacturing, it is
also essential that we consult with the client to ensure they
get the plant they desire. We have a large team of 20 in our
engineering design office who examine the process flows,
plant layout and create 3D images to see how it all fits
together. Once a plant has been designed and manufactured

our specialist installation team of mechanical and electrical
engineers come into action where we can typically deliver and
install any plant with our teams of engineers.”

“We have sold over 220 plants worldwide, which include
approximately 160 in the UK. These range from £50,000 to £5
million plants, and from static to fully mobile installations. The
last plant we built was a more automated C&D and C&I
recycling operation in the UK, but we do still design
traditional manual style plants around the world where labour
costs are much lower.”

A long standing and successful
philosophy at Kiverco
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Aidan further commented, “We have been very lucky with
regards to growth. In the last five years, we have grown
year on year, even throughout the recession. We are on
track to have our best year ever, this year. In terms of
future growth, we believe that with our worldwide
dealerships we can achieve this. We currently
have some selling static and some selling
mobile equipment as they are all
different markets and need a variety
of products to sell.”

Based in the heart of
Tyrone.

Kiverco has always been based in the
heart of Tyrone and currently employ
around 75 people. They are ideally
positioned alongside Terex Finlay and
many other engineering companies in the
area. 

David, further commented, “In terms of technology
and our approach, by being able to offer both
mobile and static plant, working with the
best technology partners in the industry,
and our design and project
management expertise, we feel we
can offer customers maximum
choice when discussing how
best to process their
waste. This might be
waste operators
processing
lower
waste

volumes, or
on short term
contracts, where mobile
equipment may be the best
solution. Or it might be larger
processors requiring the very latest static
plant using shredding, screening, air and optical
separation technology. We can offer tailor made
solutions across a broad range of applications.

Aidan added, “We always tell our clients that with our
experience and knowledge from around the world we can
assemble the best plant for their application. Our sales team
have all been brought up from the shop floor and know
exactly how the plants are constructed and how they will
perform regardless of the waste stream. We give full support
to all our dealers and are fully involved from the point of sale
regardless of where they are in the world.”

The HUB were then taken on a tour of the facility where it
was obvious that every client who purchases a Kiverco plant
will go on an individually tailored customer journey where it
is ensured that all requirements are discussed and evaluated,
to arrive at the best solution for their needs.

Their philosophy of uncompromisingly robust engineered plant
goes all the way through to their systems and processes
which are applied internally – which are equally robust and
thorough, to ensure the customer receives the best in plant
design and build.

www.hub-4.com/directory/15003
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Maximus have been at the forefront of crushing and screening
design and manufacture in Northern Ireland since 2007, when
they first launched their 512 screen. The word Maximus
means ‘big and strong’ in Latin and the business has certainly
proved that in recent years. The HUB team went along to their
brand new facility on the Coalisland Road in Dungannon to
take a tour.

Meeting with Shane and Louise O’Neill, we learnt more about
Maximus. Shane O’Neill started by telling us a little about the
business “Since day one I wanted to make sure that the
machines that we produced were heavy, over engineered, and
capable of handling more than expected of them and the
name Maximus fitted this ethos perfectly. Since that beginning
we have designed, developed and manufactured over 25 new
products across our crushing and screening range which now
include a full range of cones, jaws and impactors. We’ve also
developed our own range of stacking & radial conveyors to
compliment the overall offering to our clients.”

“Being from an in-depth engineering background myself, I
wanted to make sure that the development of new and
existing products was a key priority and I have worked
intensely with our engineering team to make this happen.
Since 2007 we have manufactured over 650 machines, with
around 125 leaving the factory each year. We have only just
moved into this new 72 acre site which has a 100,000 sq ft
manufacturing facility, and my 100 strong team have worked
non-stop to transfer the manufacturing logistics over here in
record time, so I’m very proud of them. From here our aim is
to ramp up production to over 200 machines per year within
the next 12 months, and that’s without any extensions to the
buildings here. Our longer term plan will allow us to utilise
the vast site that we have here in line with our growth
strategy.”

Louise added “With the purchase of this new site and the
new equipment that we have put in, we have recently
invested a total of £4m and that will continue to grow as we
expand the business further. This new site will allow us to be
much more efficient in our manufacturing process and will
allow us to achieve a solid return on investment over the
coming years.”

Shane then commented “There is also a lot of history here -
this building is the old Tyrone Brick building and has been
here for over 100 years. When we moved in we had to
demolish the old brick kilns and replace most of the floors,
but we made sure that we left the chimney stack as it’s a
well-known local landmark. My father Charlie O’Neill project

managed the new facility
preparation and has worked
tirelessly on this project, so I’d
like to thank him too for all his
effort.”

Shane then went on to talk about
the latest in product
development.  “We have released
an incredible new product.  After
an intense 12 months in design
we are pleased and very proud to
introduce the all new "Direct
Drive " MXJ-1100 Jaw Crusher.

Hopper side in welding

Side conveyor parts in fabrication

Screen support frame after
shot-blasting

The Maximus Team

Maximus Crushing & Screening invest £4m in
a new manufacturing facility in Dungannon,
Co. Tyrone
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The MXJ-1100 features a fully direct drive system with full
reverse and an optional unblocking system . 

The 1100 mm x 700 mm (44” x 27”) Jaw Crusher runs on a
Cummins QSB 6.7 Tier 4i engine which can save the user up
to 30,000 litres of fuel per year compared to a standard Jaw
Crusher . 

We have also developed our cone range to include a 1220
diameter cone weighing in at 50 tonne and a 1,000 diameter
cone which is 31 tonne and will be aimed at the contractor.
We’ve developed a new 1100 impactor this year, first seen at
Bauma as a prototype, and this will be launched later this
year. Our chassis is also revolutionary in the industry as we
have the engine under the feeder for ease of maintenance
and for a more compact design.”

“Our screening range has seen continual development and
improvement, but our main focus this year with R&D has been
around our crusher range. We now have three jaw crushers,
two cone crushers and two impact crushers.”

Louise and Shane then walked us around the site. Louise
commented “We manufacture everything from scratch here
and for efficiency we’ve clearly divided the building into
cutting and folding, welding and fabrication and final
assembly. We have recently installed twenty new cranes, a
new laser cutter, a new plasma cutter and a new shot-blasting
area. Here all the major parts of a machine are put through
the shot-blasting process to take them back to a ‘raw’ steel
finish in preparation for painting. We also have a brand new
paint facility here and oven so that all the parts can come
straight out of the painting process into the double oven.”

Looking at the production line Shane explained a little more
“This screen box we are looking at here is our 522, meaning
that it’s 5ft wide and 22ft long on the top and middle decks,
and it’s one of the largest mobile screens on the market. This
other screen here is our brand new model, and importantly
was designed by a team member who has been with me since
2004. He started as a welder, then went onto assembly and
electronics, and he then went through college to learn how to
use SolidWorks software. Now he works in the drawing office
and designs complete machines. It’s important to me that my
staff remain with me and they are well looked after.” 

Louise talked to us about the dealer network “Currently we
have three OEM’s and 15 of our own dealers, and moving into
2017 we want to focus heavily on increasing our dealer
network around the world giving us access to new markets
and opportunities. This will allow us to grow the business and
increase our dealers’ technical understanding and capability
to provide Maximus clients with the best possible service.”  

Maximus Crushing & Screening Ltd is a leading manufacturer
of high performance, high quality crushing & screening
equipment for a wide range of applications. Maximus
Crushing & Screening has a portfolio that encompasses a
variety of products essential for maximum productivity. They
also supply an extensive range of high quality crushing &
screening spare parts with approximately £1m in stock at any
one time, their aim to reduce client downtime to an absolute
minimum, maximizing profitability.

For more information please visit
www.maximusscreening.com or call + 44 (0) 28 8774 8873

Shane and Louise O’Neill 516 ready for despatch
An array of machinery being put
together in the assembly shop

516 chassis after painting

Screen deck – note precision of
cut from new laser

Maximus
Factory

Entrance

www.hub-4.com/directory/13395
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CRS NI Ltd are based between
Omagh & Dungannon in
N.Ireland, right in the heart of the
high quality engineering area.
Established in 2009 they have
expanded rapidly over the last 7
years to 30 employees,
designing, manufacturing &
installing custom premium

recycling & waste processing equipment now
with a distribution network in the UK, USA &
Europe.

The CRS current product range consists of award winning Flip
Flow Screens, Trommels, Mobile & Static Picking Stations, Air
Density Separators & Complete Turn Key Solutions. CRS  has
gone from strength to strength in recent years due to the
continued business received from their loyal customer base. 

CRS credit this to their approach, a result of quality time spent
with their customers ensuring a solution is found that will
exceed their expectations, coupled with high quality build and
excellent after care service. An example of this is their most
recent customer GBN, UK who has just purchased their 7th
Complete Waste Processing System.

CRS have always designed and manufactured all products in
house and over the years they have extended their factory to
ensure they can cope with capacity and flexibility for their
customers to customize products to suit their requirements.
CRS have facilities including plasma cutting machines, 400
tonne break press, machine shop, welding shop, fabrication
shop, sand blasting shop & two paint shops.

Sean Conlon, Managing Director for CRS commented “We are
renowned for bringing innovative products to the market and
our in-house facilities allow us to design, manufacture and
test our products in a very short time-frame ensuring we can
install and commission them as soon as possible for our
customers”

One of the most recent innovations is the only 4 Bay Mobile
Picking Station on the Market. The CRS Mobile Picking Station
can be fed by any Screener or Trommel with its heavy duty
feed hopper offering customers high throughput with 8
separate picks. The Picking station can be manoeuvred easily

onsite with the 5th wheel pin and has a quick set up time to
ensure down time is kept to a minimum. On site erection is
quick & safe using four separately controlled, hydraulic
jacking legs, which take care of uneven site conditions, while
the remote control keeps the operator at a safe distance
during the set up procedure.

Sean Conlon also said “There is nothing like this on the
market and we believe our Mobile Picking Station will offer
customers ease of transport from site to site, quick set up
time, higher daily production, and it also compliments our full
range of Complete Recycling Solutions.”

With a high reputation already established for their award
winning, patented Fines Recovery System as the best on the
market, CRS also launched their New “Double Drum Air
Separation Unit with Flip Flow Screen” earlier this year.

This unique double drum air separation unit with flip-flow
screen is the only system of its kind on the market and
enhances CRS’s already patented and high performing direct
drive flip flow system driving both decks ensuring maximum
agitation. The double drum design uses two high powered
fans directed through two separate adjustable air nozzles
working in conjunction with the double drums to produce an
even cleaner material and a more effective separation.

To find out more or to discuss specific recycling requirements
contact us at marketing@crsni.com / Tel 028 807 60496 or
visit our website which provides an overview of our full
product offering at www.crsni.com

CRS NI are a key player in
complete recycling systems 

www.hub-4.com/directory/12773

Sean Conlon, Managing
Director,  NI Ltd
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The HUB
recently visited
Smith
Recycling in
Milton Keynes
to take a look at
the new
recycling plant
from CRS NI.
The Smith site
covers 3 acres,
employs 45
staff, runs 20
vehicles, and
the plant runs
at around 70
tonnes per hour
at peak times.
This busy site is
extremely tidy
and Site
Manager Paul
Usher takes a
lot of pride in
the way this
operation is run,
with all skip
vehicles being
washed on a
regular basis to
keep standards
on the site high.

We talked with Paul
about the operation
“As well as mixed
waste, we have a lot

of construction & demolition waste coming into the plant. We
had an old picking station that did very well, but we
eventually outgrew it and needed something else to handle
the new volumes. We started to research new plant, and
visited a few sites and looked at the best options for us
moving forward. We chose CRS NI because of the great ideas
that they brought to the table during the detailed discussions
we had about what we wanted the plant to do. CRS NI came
up with detailed drawings and we all worked together to get

the layout the way we needed it to accomplish the smallest
footprint possible because of the site constraints. CRS NI and
Earth Equipment, CRS NI’s UK dealer were very easy to work
with on this and it only took a few weeks before we had
bottomed it.”

“This was a complete replacement for what we had before
and so we needed it to be managed and installed for us so
that we had as little downtime as possible. The new twin line
plant consists of a large screen and trommel, two magnets,
twin conveyor lines, two ASU units, and a seven bay picking
station. We were very specific about what we wanted from
the bay layout in the picking station and CRS NI adjusted the
design to include two drop-shoots per bay so that one person
can pick two materials at any one time. Currently we have 20
staff in there with the potential to have 56, so lots of growth
available, and currently we are separating landfill, wood,
mixed plastics, plastic film, cardboard, metal and hardcore
with a 95% recycling rate.”

Paul added “We are extremely happy with the quality finish of
the plant, it has surpassed what we thought it would be
capable of, and we are now actively talking to new clients
about bringing additional trade waste in. We are really
pleased with the system and a key part of the overall solution
was the installation time, and CRS NI managed to install the
whole plant in 3 weeks, which was brilliant for us.”

We took a tour of the plant, accompanied by Peter
McGuinness, Director of Earth Equipment, CRS NI’s UK dealer
“The plant that we’ve installed here is basically a C&D and a
C&I / household waste plant combined, allowing us to split
the waste into two separate lines. All the incoming material is
tipped in the main shed, and pre-sorted using a Liebherr
material handler, before being loaded into the main hopper by
a second Liebherr material handler. The material is then run
over a 100mm finger screen. Anything over 100mm is then fed
by conveyor up to the C&I line. Anything below 100mm is
taken out and transferred to through the trommel. The
trommel is set at 40mm, so everything 40mm to 0mm is
transferred to a fines clean up plant, and the 40mm plus
material is then sent up to the C&D line.”

We moved into the new picking station “The C&D line
has a 1,200mm wide conveyor belt and the C&I
side, a 1,500mm wide belt, and these belts
are designed quite flat which is much

CRS NI and Earth Equipment install a new
plant at Smith Recycling in Milton Keynes

Patrick Donnelly, Director of Earth Equipment, Paul Usher, Site Manager
for Smiths and Peter McGuinness, Director of Earth Equipment
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easier for picking and
cuts down on any staff
RSI related injuries. We
have emergency stop
cables running down the
centre of each line,
control boxes, and anti-
fatigue matting on the
floor for staff comfort
during picking. We
included two drop-
shoots per bay so that
one person can pick two
materials at any one
time, and the belts are
mirrored so that the
material drops into the same bay underneath for that particular material. We have separate hydraulically controlled drop-shoots
on the sides of the station for non-ferrous material. Once full, these shoots can be emptied easily by calling for a loading shovel
underneath to catch the material, and the simple press of a button. We designed the system so that the speed of the screen,
trommel, and picking belts can be securely controlled at all times by the site manager, allowing for the optimum picking speed
to be achieved.”

“The two lines now come out of the picking station, here we have an over-band
magnet and ASU (air separation unit) on each line to take out ferrous material
and lights from the waste stream. The ASU is manufactured by CRS NI and
consists of a high-speed rotating drum with an air-knife blowing
across it. When the material comes off the conveyor the air-
knife blows the light material over the top of the drum,
and the heavier material falls down. The key feature
with the CRS NI system is that we can move
the drum both horizontally and vertically
to compensate for wetter material
during winter months and very
dry material in the
summer months.”

Patrick Donnelly, Director of Earth Equipment, Paul Usher, Site
Manager for Smiths and Peter McGuinness, Director of Earth
Equipment

Moving down to look at the separated material, Peter also pointed out the
attention to detail in the design of the plant “We braced the bottom
sections of all the bays underneath with steel so that when the loading
shovels are driving into the bays and touching the back, the wear and
damage is kept to an absolute minimum. CRS NI are also really flexible
with clients, even down to changing the colour of the plant, with no
additional charge, and that’s important to us as dealers.”

For more information on CRS NI please visit www.crsni.co.uk or call
+44 (0) 28 8076 0496

For more information on Earth Equipment please visit
www.earthequipment.co.uk or call +44 (0) 1372 462 023

To learn more about Smiths Recycling please visit
www.smithrecyclingmk.co.uk 

www.hub-4.com/directory/12773
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Metberg based in Eskra,
Co. Tyrone launched
their compact Trommel
range in late 2015 and
this has proved popular
with customers who require a
mobile compact screening
machine which is capable of
handling both volume and feed size.
It is ideally suited for screening
compost, biomass, topsoil, mulch and skip
waste. In less than a year the company has
already shipped machines to customers in
Ireland, Scotland, England, Belgium,
Netherlands, Australia, New Zealand and the
USA.

The 3000 trommel is the ultimate in modern design, offering
operators maximum application flexibility, production rates
and serviceability. It is available in wheeled or tracked options
and can be supplied with or without the on-board oversize
conveyor. A highly efficient engine (CAT 2.2 Turbo) and
hydraulic drive system offers maximum production combined
with minimum costs providing lowest cost per tonne.

Special consideration is given to minimise screening drum
change out time which can be completed in less than five
minutes. Unrivalled accessibility for routine maintenance and

service, catapults the Metberg 3000 trommel into a league of
its own. Hinged doors on both sides of the drum provides
unobstructed access for maintenance and cleaning. The
machine has been designed to run at a low engine RPM
reducing fuel consumption, emissions and noise levels. 

Metberg Ltd. Managing Director Liam O’Hanlon said “we
strive to offer customers a machine which is manufactured to
the highest quality standards at a reasonable price. We are
pleased that customers have expressed their satisfaction with
the excellent capacity for such a compact machine, its ease of
use and robust build”.

Metberg will soon add to their compact range when they
launch the Miniscreen 2000 in January 2017. The MS2000 will
feature a 1.8m x 1.8m 2-deck vibrating screen powered by a
Kubota 6.3kW diesel engine. It will be available as a wheeled
towable model or forklift assist attachment.

Metberg’s Trommel range
a huge success

www.hub-4.com/directory/17070

T: 078 098 64869
E: info@metbergenviro.com

Metberg Ltd
136 Corkhill Rd., Eskra, Co. Tyrone BT78 1UP
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Rapid International Ltd is recognised as one of
the world’s leading manufacturers of high
quality equipment for the concrete, construction
and environmental industries. Located in County
Armagh, Northern Ireland, Rapid is a trusted
partner to a wide variety of customers ranging
from multinational construction groups to small
concrete producers. Based in an impressive
50,000 square foot purpose built manufacturing
facility, Rapid offers unrivalled in-house
manufacturing capabilities, utilising the very
latest premium equipment from internationally
respected brands. 

Rapid’s world class product
range includes: pan,
planetary and twin shaft
concrete mixers, mobile
continuous mixing plant
(track mounted and wheel
mounted), mobile and static
batching plant, high
pressure mixer washout
systems, silos and spare
parts. Quality, reliability,
efficiency and technological
advancement are the
greatest aims of Rapid’s
workforce. Rapid’s highly
skilled in-house technical
team continually strive to
innovate and have launched

a new product annually since 2009. 

Rapid was established in 1969 by the late Robert (Bertie)
Pickering and Jim Lappin. The company, then known as
Craigavon Engineering, originally manufactured agricultural
equipment out of a humble domestic garage, not more than
7m x 4m.  Later in the early 1970’s, Rapid moved into larger
premises and diversified into the manufacturing of plant and
equipment for the ready mixed and pre-cast concrete
industries. On commencement of exporting in 1984,
“Craigavon Engineering” became known as ‘Rapid’. Today,
Rapid has a presence in more than twenty countries
worldwide via a continually expanding international dealer
network.

The HUB team went along to see what makes Rapid what it is
today. We sat down with John Pickering (Export Sales
Manager), son of the late founder Robert (Bertie) Pickering,
and fired some questions at him.

HUB: Tell us about the expansion over the
years?

“The factory has expanded considerably over the last four
decades. We are currently located on approximately 50,000
square feet of actual production facility. Two years ago, we
made a £2 million investment into the construction of a paint
booth and shot blasting facility. The purpose of this
investment was to establish full control of every aspect of our
production in-house.”

“In terms of new product development, we have launched a
new product almost every year since 2009. In 2009 we
launched Rapidbatch, which is a high capacity mobile
batching plant. After that came a redesign to the Rapidmix, a
super mobile continuous mixing plant suitable for semi dry
mixes, which was first launched in 1997. In response to
customer demand, the Rapidmix machine was updated to
offer full weighing capabilities in real time. The new machine
was relaunched in 2012. Next we introduced Transbatch in
2013, a more compact version of the popular Rapidbatch
mobile batching plant. The most recent new product launch
was Trakmix. Trakmix is a remote controlled track mounted
continuous mixing plant. Trakmix is highly suitable
for soil remediation projects and similar. It’s
our understanding that Trakmix is the
first of its kind to market, so
understandably we’re very proud of this
latest innovation”

“We are fortunate to work with the KTP
scheme here in Northern Ireland, where we
have access to a talent pool of newly
qualified engineering graduates. We place great
value in this scheme and have managed to hire and
retain highly skilled design engineers as a result of it.
Typically KTP graduates are provided with a new product
design project as a result of their knowledge of the latest
trends, practices and policies. Their fresh thinking is
invaluable to our continued innovation.”

HUB: What is your biggest market?

“Probably our biggest and most consistent market is the USA,
which represents approximately 25% of our business annually.
We have a fantastic network of dealer representatives for
both mobile plant and mixers in the US.”

Rapid – Helpful, High-Tech and
Heroic Mixing Technology
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HUB: Over the years how many units have you
sold?

“We have sold in excess of 600 concrete mixers to over
twenty countries. Our mobile plant sales are just tipping triple
figures. Rapidmix represents the vast majority of our mobile
plant sales and would therefore be considered as our ‘hero’
product.”

HUB: What are your targets in terms of units for
2017?

“Unit sales are not a focus for us. We prefer to look at year on
year growth. So far we have grown consistently since the
recession as a result of strong export sales. Historically
speaking, almost 80% of our sales were to our home market,
the UK and Ireland. Since the recession, we have shifted the
balance towards export markets, which now make up the
majority of our sales.” 

HUB: How do you operate in terms of sales?

“We operate via both direct sales in our home market and our
dealer network in the USA, Australia, Europe, Middle East and
Africa etc. It’s my responsibility to both manage our existing
dealer partners and recruit new representatives for markets
where we believe demand for our products exists. At present
we are represented in over twenty countries worldwide and
growing.”

HUB: How many staff do you employ here?

“We presently employ 55 staff members at our head office
and manufacturing facility here in Northern Ireland. Our order
book is filling up fast for the next 6 months, so we’re in the
process of recruiting more production staff to cope with this
level of demand. The vast majority of our products are
manufactured in-house from scratch. For us, it’s all about
having as much control over our supply chain as possible.
Quality of product and customer service are of paramount
importance to us.”

HUB: In terms of design do you have an in-
house team?

“We have six highly qualified and experienced engineers.
Also, we can do our own FES testing and hold CE certification
for structural steel.

Recently we have been very successful within the offshore
industry where the demand for structural safety is at a very
high level and there are specific off shore certifications which
must be held. We have trained all our operatives to achieve
the desired standards and as a result have been very
successful to date.”

The HUB team then went on a factory tour and were given a
detailed inside view of the processing operation. From the
very striking Rapid machine livery to a vast array of CNC,
plasma cutters, drills, rolls, lathes and mill machines and the
highly impressive shot blasting room and paint booth the
whole factory was geared to the highly efficient
manufacturing of the company products. It was also
interesting to see how the team react swiftly to a demand for
a spare part and ensure it leaves the factory in the shortest
possible time – making it indeed a very RAPID transaction.

www.hub-4.com/directory/5066
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The HUB-4 team went along to visit the head
office and production facility at CDE Global in
Cookstown, Co. Tyrone. With two very close
operating sites and 230 staff, CDE Global have
seen impressive growth over the past few years
and have plans to expand even further with a
new office development to accommodate their
growing workforce. 

We caught up with Peter Craven, Head of Marketing who told
us more “Our business model at CDE is that we provide
custom solutions to clients through a consultative process.
This gives us the advantage of having greater technical
capability and an in-depth insight into how our customers
work as our technical engineers are in daily contact with
them.  Nothing is lost in translation and the same technical
and service engineers go out to site to see the client, solving
any issues and progressing the build.”

“We have a broad product range, with 14 core machines
currently available for a variety of applications. The majority
are produced from our Headquarters, with some Asia based
clients being looked after from our new facility in India. Within
Northern Ireland we have a very good cost base, capability
and expertise are very high, and we have a network of high
quality and reliable fabricators and suppliers. Currently the UK
provides 25% of our business, 25% across Europe and Russia,
10% USA, 10% Latin America and 10% across Australia. We
are promoting CDE on a global basis and so will continue to
increase our share of international sales. Our growth has seen
a 30% year on year increase over the past 4 years and this
has been managed sustainably by the management team
here, last year as a group we turned over around £52m.”

Peter showed us around the assembly facility. CDE use highly
specialised suppliers within the local area to produce the main
components for their equipment, and these include highly
skilled fabricators who have supplied them for many years
and manufacture to specific CDE designs. The facility at CDE is
one of final assembly, quality control and testing, and means
that CDE can use their facility to assemble many more
machines and plant.

Peter commented “Our expertise is in the design of the plants
and equipment, and our selling point is that everything is built
on a bespoke basis for our clients, right from the ground up,
and this allows us to make the very best use of our facility
here. The space has been designed with plenty of height too,
to accommodate everything right up to the largest in our
range, such as the M2500. We are also going to build a new
office development so that we can move everyone in there
and free up our current office space for a brand new training
centre, allowing us to provide detailed on-site training for our
clients’ operations staff and also our CDEnviro brand clients.”

CDE Global continue to develop
new products and expand their
business

Aidan Nugent
and Dwayne
Smith Infinity
Screen Assembly

Evowash sand washing plant
for maximum dewatering and

minimum waste
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CDE have developed a brand new range of fourteen Infinity
Screens ™ which were launched this year at Bauma. These
innovative patented screens have been designed to remove as
many welds from the structure as possible, and feature a
unique honeycomb sidewall design which has three layers to
make it lightweight, durable and long lasting.

Peter explained “We’ve been manufacturing screens for over
15 years, but people don’t associate us with them, so the
Infinity Screen ™ range has been an important launch for us.
We wanted to understand the main problem with traditional
welded screen manufacture and then develop a solution that
would solve that problem industry wide. This allows us to look
at the screen replacement market to start supplying
replacement screens to both existing and new clients. It also
opens a door for us with new clients into our full range of
wash plant products. The Infinity Screen ™ is also
incorporated into all of our M series mobile wash plants, R
series scalping screens, Evowash and sand washing plants.”

“There is a perception in the market that CDE are the people
who only supply the £2m to £3m turn-key plants, but the
truth is that we can supply anything from a £15,000 -
£20,000 screen right up to a £10m to £15m project, anywhere
in the World.”  

Mark Ballantine, Senior R&D Engineer
talked further about the Infinity
Screens “We wanted to think about
screening from the ground up and
the fundamentals of what screening
actually is. It is simple in essence, you
can think of screening as a large
vibrating box, but what we wanted
to do was look at all the weaknesses
associated with welds, areas of high

stress leading to cracking fatigue, and failure down the line.
After a lot of research, development and extensive testing of
designs, we came up with Trilogy side wall construction. This
eliminates welds, has a bolted construction but has the
strength and mass in the screen where its required, so its
structurally efficient being stiff where necessary. This design
reduces wear on bearings and maximises the life of the
screen.”

Chris Hillis, Technical Engineer outlined a little more about the
CDE sales process around washing plants “Every sales enquiry
that we have comes through the technical department here at
CDE, and each enquiry is then managed by the same person
from start to finish, the structure of the team  allows each
person to become a specialist in a specific area of our
business. We also have an in-market technical team based in
key regions in and with everyone fully trained by CDE to a
level of technical excellence so that they can advise the client
correctly from a technical viewpoint.We also test the material
that the client is using by means of our on-site testing lab,
existing client test data or a testing facility local to the
project. We would also send a technical engineer out to site
for a full site visit if we feel that is required as it is vital that
everything is handled correctly at this early stage of a
project.”

“The construction and demolition recycling market has been
very busy for us with projects in many different parts of the
world, and we have worked hard to come up with a solid
base-line for the type of material that we might expect to find
in each country, as this varies quite a lot. This level of
experience from CDE allows us to provide the correct washing
solution for our clients globally.”

For more information on CDE Global and the whole product
range, please call +44 28 8676 7900 or visit
www.cdeglobal.com 

Production in CDE Factory

Infinity H Line horizontal sizing screen CDE Infinity triple deck washing screen from CDE with zero welds

Infinity P Line screen in factory

Mark Ballantine

www.hub-4.com/directory/163





Spotlight on Ireland

www.hub-4.com  Nov 2016 - Issue 41 | p49 | 

Day three saw the HUB team visiting the large Sandvik
manufacturing facility in Ballygawley, Co. Tyrone. This
impressive facility spreads over 18 acres, employs over
300 staff and produces over 16 different models.

In January 2015 Sandvik moved their existing UK based production over
to Co. Tyrone and with that came a huge challenge, to ramp up their
production to essentially treble their output. Not only that but nine new
products were introduced at this point into the production line to go
along with the seven already produced here. We caught up with Austin
Walsh – Manufacturing and Engineering Manager and Richard Taylor -
Manufacturing Manager who gave us an insight into how this was
achieved, along with a detailed factory tour.

Entering the secure manufacturing facility, Richard explained a little more
about the plant “In the main assembly and sub assembly areas we build
all sixteen models on the same production line, and all follow the same
route through the factory. We have a main build line which is in the
shape of a horseshoe, on the first side of the horseshoe we have four
main assembly stations, and when the machines turn the corner of the
horseshoe, there are a further four assembly stations.”

Sandvik treble their production
capacity in Co. Tyrone

L-R: Eamonn Whelan, Site Manager, Jesper Persson, VP
Lifecycle Services, Aine Kelly, Marketing Co-ordinator
and Eugene Lyons, Sales and Marketing Director

The new £1.6m powder coating facility



“The sub assembly stations are then set off to the side of
each main build station, meaning that as the different
machines move from station to station, the sub-assemblies
come in from the side to meet it, making the process much
faster. We have a skilled team of data engineers who spend a
lot of time analysing the build times and parts needed to then
break everything down into the exact work that needs to be
done at each station along the line, so we know how long
everything will take to produce. We use a very visual layout on
the floor area, so that each team can see what is being
produced and what they need to do to enable that constant
production flow through each station.  Machines leave this
area fully assembled each day.”

Austin added “the most crucial thing here is to have the right
part, at the right quantity, to the right person, at the right
time. It’s also very important to have multi-skilled labour so
that the teams can change stations quickly if needed to keep
the assembly process running smoothly. We colour code all
work areas so that everyone knows where everything should
go, green denotes a walkway, light grey is for movement of
folk-lifts and equipment, components are contained within the
blue areas and the assembly is done in the dark red and dark
grey areas. This enables us to see exactly what is happening
on each machine, that all the components are ready, and it
also effectively separates equipment, material and people
enabling very high safety standards. To enable the quick, safe
and efficient movement of each machine, tracks are fitted
first, and then an electronic hydraulic power pack is plugged
into the tracks to move them.”

In the assembly area, Sandvik have also invested heavily in
effective material handling. Bespoke stillage and jigs, which
are all painted yellow, have been developed to move each
specific large component around the factory quickly, easily
and safely. This means that components can be wheeled into
place on each station without the excessive use of the large
overhead gantry cranes.

Richard then explained how they managed to ramp up the
production so effectively and overcome all challenges, “We
created a dedicated room to manage the changes both during
and after the integration of the new models into the
production line. We have a series of magnetic boards which
are a visual representation of the whole production line and
process, including all the main assembly and sub assembly
stations. We can see each machine on here as it moves along
the line using a traffic light status, and we have a production
meeting every 4 hours to identify and overcome any issues
associated with each machine. This is attended by a
representative of each department, engineering, production,
assembly, quality, and procurement, and is a highly effective
way in which to communicate on a regular basis to drive
things forward quickly and effectively. We also have a daily

health and safety meeting for all staff, where important
updates are communicated and actioned.”

Austin also then explained “Continuous improvement in the
manufacturing process is also key and we give ownership to
our staff to come up with ideas that make a difference in
terms of quality, efficiency and safety. An example of this is
where our production team streamlined their toolboxes to
hold only the equipment that they required for each station
process, cutting down on the size of these boxes and the
number of tools that need to be maintained.” 

We then moved from the assembly area into a building which
has seen a recent £1.6m investment in a new powder coating
plant. This has allowed for increased capacity to manage the
extra production. Austin explained more about this area “The
premise here was to improve quality again, to move from wet
painting to powder coating. The plant consists of a load area,
a shot-blast, a primer-powder, a green cure oven, a top coat
powder and a main oven, and it utilises a high tech vacuum
system so that around 98% of the unused powder is captured
and recycled. We use flight-bars to take all the components
through the process and our cycle time is 15 minutes to
complete the powder coating before the parts go into the
oven. We invested not just in the plant but also in the flow of
material to and from the plant, creating various stillages to
easily transport the components and keep paintwork damage
and abrasion to an absolute minimum. We send everything
out from here as whole kits for each specific machine on the
production line with a full checklist, meaning that everything
required is delivered to the right person at the right time.”

Austin added “With wet painting we found that it didn’t
always fully cure fast enough, sometimes taking up to 7 days,
and paint coverage wasn’t as good on the edges of
components. With powder, when it comes out of the process it
is rock solid and all the edges are coated perfectly. After
painting we have members of the quality team who sample
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The tracks are powered by electronic
hydraulic power packs

The assembly and sub-assembly line Visual representation of the production line



the painted parts for the dry film thickness, the gloss level,
and the adhesion, and all these results are recorded for
quality control.”

We then had a one to one with Eamonn Whelan, recently
appointed overall Site Manager. Eamonn started by explaining
“I’m fairly new to the industry and only joined Sandvik
recently, but I bring a lot of hard-earned knowledge and
expertise to the table, and really want to drive change. I’m
committed to bringing in effective best practice for Sandvik at
this main manufacturing facility, to move towards a much
leaner manufacturing process. I am also very interested in
changing the way in which commercial operations work -
currently it takes too long for us to identify exactly what
machine a customer requires in terms of specification. I want
to make it much easier for our customers to be able to get to
that stage a lot quicker. Procurement best practice is also an
area that will allow our suppliers to work with us more
effectively whilst being much leaner themselves.”

We asked Eamonn about developing the Sandvik workforce
moving forward “The cluster factor in this area means that

there is a well-built ecosystem that really understands this
technology, and local colleges now run specific crushing and
screening courses, allowing us to take on graduate trained
engineers that we can develop even further.”

Eamonn talked further about the site and capacity “The way
that we are deployed currently means that we are comfortably
within our maximum capacity and with modest investment
could increase capacity by 50% again. One thing that may
sound very strange in terms of capacity, but is very important
for us all, is that the local electricity suppliers do need to
continue to invest in their service capacity, as many
companies within this key manufacturing zone face challenges
from curtailed infrastructure across the electricity grid.

We then talked with Jesper Persson, VP Lifecycle Services,
about new product development and future plans. “We are
looking at taking much more of a total lifecycle approach to
all of our new products, more of a cradle to grave view,
making machines more intelligent and longer lasting for our
customers, with an improved service and support network.

“Key drivers currently on the engineering side include
portfolio management, trying to match the product accurately
against our customer base and what they really want, as the
units we developed 5 years ago may not be right for our
clients now. We can break our customers down into four main
groups; demolition & recycling, quarrying, mining and
contractors, and my aim is to provide much more model
capability across fewer machine platforms, again making us
leaner. We currently have 11 platforms which we configure
into 16 different models, but moving forward our aim is to
increase the number of models to satisfy our customer groups,
whilst keeping the same number of platforms.”

We will also introduce detailed telematics to the range very
soon. We are looking forward very much to 2017.”
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Components about to be powder coated

Quality control on the coated items

Components about to be powder coated

Richard Taylor - Manufacturing Manager & Austin Walsh –
Manufacturing and Engineering Manager
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QK Conveyors prove to
be very popular
Based in Strabane, Co. Tyrone, QK
Conveyors specialises in the design
and manufacture of wheeled
conveyors, static conveyor
systems, belt feed hoppers and
surge bins for the sand &
gravel, quarry and recycling
industries  

The company is well known for its
popular range of standard
wheeled stackers, available in 12m, 15m and 18m
lengths, which are designed to be packed into shipping
containers for easy and cost effective shipping to international
markets. This export dimension is vital for the company and
since 2007 QK have supplied conveyors to customers in the
USA, Australia, New Zealand, Belgium, Netherlands, Germany,
Romania, Kenya, Malta, Bahrain, Georgia, Russia, Colombia,
Chile, Sweden, South Africa, Norway and Latvia, as well as
throughout Ireland and the UK. The company also offers
custom manufactured conveyor systems built to suit
customer’s specific requirements as well as a full range of
conveyor components and spare parts.

Managing Director Martin Conway said “our conveyors have
proved very popular due to their performance, ease of use and

value for money. We have customers worldwide who return
time and time again to buy our conveyors. Also, we are

flexible and can offer a wide range of options. Our philosophy
is to “keep it simple….at a reasonable price”.

Based on customer demand QK Conveyors will soon introduce
its “Trackpiler 1890” 18m x 900mm (60’ x 36”) tracked
conveyor which will provide a value for money solution for
those customers who are looking for a medium-duty tracked
conveyor to work with tracked screens or crushers. Conway
added “customers have asked us for a “no frills” tracked
conveyor which can be easily integrated into a tracked system
where huge production or stockpiling capacity is not always
needed”. The Trackpiler 1890 will be available from January
2017.

For more information on QK Conveyors please email
martin@quarryking.com or call +44 (0)78 098 64869

www.hub-4.com/directory/14419

High quality, dependable, versatile & great value for money

12m, 15m, 18m & 24m standard lengths
600mm, 750mm, 900mm & 1050mm standard widths

Quarry King Ltd. 12 Melmount Gardens, Strabane, Co. Tyrone BT82 9EB
T: 078 098 64869 E: info@qkconveyors.com  www.qkconveyors.com
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We took a tour of BlueMAC Manufacturing’s
high tech manufacturing facilities in
Dungannon, Co. Tyrone. Spread across multiple
sites, the BlueMAC operation is a hive of
activity using some of the most advanced
techniques in the industry.

We caught up with Daniel McCusker who spoke
to us about BlueMAC’s development to date. 

“To get to where we are now in just three years of trading
has been quite remarkable, the continued expansion of the
company is down to the remarkable, and the continued
expansion of the entire BlueMAC team; Sales, Design,
Purchasing, Production and Customer Support. This has
allowed us, from a standing start, to build and install over 60
Bespoke Recycling Systems across the UK and Worldwide,
which is a huge achievement for everyone involved. As part of
our continued expansion we have invested heavily in cutting
edge technology enabling us to consistently to exceed
customer expectations.”  

BlueMAC have continuously retained their ISO Certifications
to include ISO-9001 for Quality Management Systems, ISO-
18001 for Occupational Health and Safety and ISO-14001 for

Environmental Management. In addition to these standards
BlueMAC also apply CE Certification to all structural steel,
vital when you are manufacturing Bespoke Static Systems for
a range of markets and applications.

Daniel continued “In line with BlueMAC’s expansion plans
there has been significant investment in state of the art laser
and sheet metal technology allowing steel parts to be
produced to exact tolerances. The latest investment is the
third laser cutting machine of its type to be added to our
equipment portfolio. It is the largest laser cutting machine in
Ireland and is capable of cutting sheets 9 metres by 3 metres
and up to 20mm thick. This gives us a significant advantage
over our competitors as we can design our products around
these cutting capabilities.”

“The UK and Irish markets are very important to us however
internationally there is great potential. We have a Global
Sales Division promoting BlueMAC products. Within the last
12 months we have appointed Skala Australasia Pty. as our
Australian dealer. Following this appointment we have
installed our first turn-key recycling system, which has created
a new recycling capability in the wider Sydney area. A second
plant has since been delivered, ready for installation January 

BlueMAC
Manufacturing excellence in Northern Ireland 



2017 with a third
system coming online
imminently. The
ongoing expansion of
our dealer network will
include areas such as
UAE, Asia and South
America. BlueMAC are
fully committed to
supporting their dealer
network both from the
factory and on the
ground. As part of our
dealer commitment
BlueMAC have
appointed Specialist
Sales Engineers to visit
customer’s facilities to

carry out an in-depth analysis with the dealer to identify the
optimum plant specification for their material needs.”

Daniel added “Our turnover has grown exponentially year on
year from a standing start to £6.5 million. To manage this
growth we have expanded our production facility from 9,000
sq. ft. to 50,000 sq. ft. which has given us sufficient capacity
to increase our turnover in line with our exciting growth plans
over the coming years.”

BlueMAC manufacture all their own
components

While visiting BlueMAC, we attended BlueMAC’s
manufacturing factory. This factory is responsible for the
cutting and folding of all BlueMAC steel components. These
components are manufactured using the highest quality steel
which is sourced from their preferred suppliers. Oliver
McShane led the tour of this factory highlighting the key
areas of the manufacturing process. At present the factory is
cutting approximately 120 tonnes of steel per week. 
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As part of the production process BlueMAC have implemented
state of the art software (Sigma). This technology provides
real-time traceability for all jobs and is a vital communication
tool between all team members.

Oliver further explained the manufacturing equipment
available on site; “A key BlueMAC product is our range of
Trommels. In order to maintain our high quality standards we
have invested in a 4-Way Plate Roller. This machine can roll
steel up to 20mm thick, and is used for rolling trommel

drums. This type of machine provides a higher level of
precision and therefore a much higher quality and efficient
drum. The Press Brakes on site are capable of folding material
up to 8 metres long using a maximum pressure of 800 tonnes.
The range of equipment at this facility allows us to meet each
customer’s individual demands. By having full control of the
process from initial concept to installation, we provide the
customer with confidence that they are receiving a high
quality product at a competitive price. With multiple machines
in operation at each stage of the production process, this
ensures our service is not disrupted and the customer always
gets their BlueMAC system on time.”

We were then brought to the second BlueMAC facility where
the products go through the painting and blasting process.
The equipment is then fully assembled and quality tested in
line with BlueMAC’s strict quality procedures prior to being
dispatched. The assembly area covers over 50,000 sq. ft. and
can accommodate even the largest BlueMAC projects.
BlueMAC’s Specialist Installation Engineers control all aspects
of the installation, including full commissioning and handover
of the plant to the end user. Their hands-on approach has
proven to be very successful, with customers commenting on
the attention to detail and service provided.

Pat McGeary, Chairman of Blue Group is a strong believer in
this approach and commented “As with all Blue companies,
our philosophy is to fully support the customer, not just
throughout the sale, manufacture and installation process, but
the entire life of the equipment purchased.  BlueMAC also
have the advantage of the Blue Group’s backing, meaning
customers know that we are going to be around supporting
them for as long as they need us.”

For more information about BlueMAC please email
enquiries@bluemacmanufacturing.com, visit
www.bluemacmanufacturing.com or call +44(0)288 778 9995

      www.facebook.com/bluemacmanufacturing101/

      @blueMAC_manuf
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The HUB-4 team recently visited Smiley Monroe
in Lisburn to learn more about their operation
and the company’s story. Following major
growth during the past number of years, Smiley
Monroe now employs 130 staff globally, and
exports to a total of 42 countries worldwide,
with 95 per cent of their manufactured products
exported directly or indirectly outside of
Northern Ireland. 

This continued growth serves as an inspiration for Marketing
Director, Tim Monroe, who shows us a graphical visualisation
of the company’s journey since it was co-founded by his father
in 1979. Named in a recent London Stock Exchange Group
report as one of Britain’s most inspiring SMEs, Smiley Monroe
is clearly on the right track.

From humble beginnings in a garden shed, family-run Smiley
Monroe has grown to become a global leader in its field, now
operating across two sites in Lisburn, and producing around
20,000 ‘Endless’ conveyor belts annually for global OEMs in
the mobile crushing, screening, recycling, washing, road
construction and environmental sectors, including many of
Northern Ireland’s County Tyrone-based engineering
companies. 

Complementing their core ‘Endless’ belt product, Smiley
Monroe markets an impressive range of quality products -
from custom rubber parts, synthetic screening media and
heavy duty wear liners to CoverClean™ conveyor belt
cleaners and the popular polymer King Roller™ - for
customers in three distinct categories - Original Equipment
Manufacturers (OEMs), end users and service companies.

Smiley Monroe’s end user customers include Ireland’s CRH
Group and the UK’s Aggregate Industries, Hanson Aggregates
and British Sugar, while the Irish Salt Mines in Carrickfergus is
Smiley Monroe’s oldest customer, their relationship dating
back to 1979 and still going strong today.

There was a palpable air of excitement and optimism when
we were given a factory tour by Tim Monroe and Keith
Stevenson. Keith, part of Smiley Monroe’s newly established
technical team began by saying: “We’re producing over
400km of ‘Endless’ conveyor belts annually, which I’ve been
reliably informed, if placed end to end, would reach further
than from London to Paris – or from LA to Las Vegas!”

Tim added: “We’re a value-driven company that’s passionate
about ‘Lean Manufacturing’ methods and tools, which we use
to reduce waste and increase value added activity across the
entire business spectrum to keep us competitive globally.”

We were then shown into Factory two, where Keith told us:
“In here we have our custom parts cutting operation. Every
part is automatically pen marked with customer name and
part number for easy identification and re-ordering and when
you consider that we’re currently producing around 3,000
ready-to-fit rubber parts per week, it’s crucial these parts are
right first time. We also produce ‘Special’ belts here, one of
our fastest growing products, which are customised conveyor
belts with hot moulded cleats, side rails and side walls. Our
new high pressure presses allow us to manufacture heavy
duty rubber wear liners for hoppers, which are exceeding
customer expectations. This Factory is also home to our In-
house Belt Testing Lab, where our dedicated quality team is
able to test the physical characteristics of both our raw
materials and the finished product to DIN standards.”

The company’s success over the years has been in part down
to this focus on efficiency, along with a drive for constant
innovation - a strategy which is currently being fuelled by the
new HUB Centre of Excellence. 

Driving a short distance to the ‘Hub’, next on our tour we met
Lorraine Sloan, Supply Chain Manager at Smiley Monroe: “We
work closely with our long-standing suppliers in Asia, who
manufacture the raw materials for us” Lorraine explained.
“Visiting these partners in Asia on a regular basis to carry out
quality audits is key and it works extremely well - we put a

Smiley Monroe creates a highly
successful and unique business in
Northern Ireland

Inspecting an endless belt splice,
prior to hot vulcanisation

(L-R) Tim Monroe (Marketing Director), Vaughan Monroe (Managing
Director) and Chris Monroe (Global Sales Director)
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high value on face to face meetings. Ultimately, continued
supplier development helps us to ensure that we are part of a
sustainable supply chain, which delivers consistently high
quality products for our global customer base.” 

Lorraine continued: “We import high volumes of rolls of
conveyor belting, typically 250 metres long, so one of the
many innovations here is improved logistics – investing in a
new loading dock has removed our reliance on third parties to
load and unload shipping containers. This also helps with

exporting to our global customer base, as it’s made us faster,
leaner and more competitive.” 

The head office and purpose-built production facility is
impressive and it is clear that the new innovation HUB has
been completely re-designed around the employees, offering
them effective workspaces with a creative vibe. 

Over a coffee, Tim shared his passion for the importance of
employee engagement: “We’ve been strengthening our team
during the upturn, and in addition to our sites in Northern
Ireland, we have a team of 10 in India, plus additional field
sales in GB and Europe. Our people are central to our success,
so we’ve a big focus on health and wellbeing. I believe our
quest for for excellence should start with making this a great

place to work – from making our canteens more like cafés to
providing shower areas and changing rooms to cater for staff
who cycle to work or make use of local gyms during their
lunch break. This investment in people and infrastructure will
continue, as we grow our business in line with our ambitious
2021 vision.”

The raw material – rolls of conveyor belts
delivered from China and Taiwan

A unique quality ID
number is moulded
into every endless
belt for full
traceability

Smiley Monroe Screening Media



In-house belt
testing lab

Smiley Monroe's
Supply Chain
team at work in
their newly
refurbished open
plan office

Talking with Tim about the future, he told us, “We are
anticipating a very exciting year in 2017, with one of our
industry’s key trade fairs, CONEXPO-CON/AGG, taking place in
Las Vegas next March, where we’ll be independently
exhibiting for the first time. I recently attended an exhibitor
meeting in Chicago and I was really impressed with the
organiser’s plans, all built around the theme of ‘Imagine
What’s Next’. So much so that our own two storey outdoor
booth in the Bronze Lot will see us break new ground in our
own use of technology to give visitors a truly immersive
product experience.”

It is clear that Smiley Monroe likes to do things differently and
stand out from the crowd, as they strive to set the standard
for quality, service and innovation within their industry.

To learn more about
Smiley Monroe and their
full range of products,
visit the company’s new
mobile responsive
website
www.smileymonroe.com
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A global leader in the wood
processing and recycling industries,
Terex now offers its environmental
equipment customers two distinct
product line brands – CBI, a Terex
Brand and Terex Ecotec.  From one
company, forestry, construction,
biomass, waste, recycling and
composting professionals now can
choose from a broad line of
chippers, grinders, shredders,
screens, waste handlers, windrow
turners and stationary systems. 

We recently visited the Terex
Ecotec headquarters in
Dungannon, Northern Ireland and
spoke with Steven Aiken,
Engineering Manager for Terex
Ecotec.  “We have now established
three key dealers in the UK:
Molson Green, Wolf Eco Machinery
and Warwick Ward, who are all
perfect ambassadors for the Terex
Ecotec brand, each having their
own successful, high quality
operations not to mention vast
industry experience. The UK is a
huge market for us at present with
waste wood being very popular for
processing, turning waste wood
into a saleable biomass product.”

“To continue growth across
Europe, we are now looking for
new dealers to work with us to
drive sales forward and further
strengthen and expand Terex
Ecotec’s presence in the market.
We have developed a
comprehensive range of machines
that suit the global market
perfectly and will continue to work
with all of our new dealers to
create the right machines for their
markets, giving the end user
exactly what they need.”

Terex Environmental Equipment
have 2 manufacturing facilities,
one in Newton, USA where all CBI products are manufactured
and a second one here in Northern Ireland, at the recently
expanded facility at Farlough,  where the full Terex Ecotec
product line is made.

“The recent TDS V20 product is doing very well for us
presently in the UK, this machine is unique to the marketplace
and is a combination of both a slow speed and high speed
shredder, enabling it to do two jobs in one unit.  It is our
class-leading machine and is very effective in the waste wood
sector.  The TDS V20 is testament to Terex Ecotec’s drive to
shape the waste processing industry for years to come and is
the result of a hugely successful partnership between Terex

and leading German Shredder manufacturer Vecoplan.   As
part of our new product development strategy we are also
working on a new high speed grinder which will be launching
during 2017, which is very exciting news.  We intend to have
extensive show presence as well as open days for Terex
Ecotec going into 2017 to showcase our truly global product
offerings and innovations, with the first major show being
ConExpo, taking place from 7th-11th March in Las Vegas .”

To learn more about Terex Ecotec’s extensive product range
please visit www.terex.com/ecotec

Terex Ecotec’s new headquarters
in Northern Ireland

www.hub-4.com/directory/17072

Steven Aiken, Engineering
Manager for Terex Ecotec
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Based on the Farlough Road in Dungannon, this
extensive new Terex facility includes a suite of
brand new offices and a large new state-of-the-
art manufacturing bay. Terex Washing Systems
engineering, applications, sales, after-sales and
marketing teams are all now located here
providing a much more streamline operation
focusing on their clients.

We talked with Oliver Donnelly, Terex Washing Systems new
Global business line director “Our new office facility and
manufacturing assembly bay was built throughout 2015 and
officially opened in early 2016. It was specifically designed
around the Terex Washing Systems product and is 50ft high,
has four 20 tonne cranes, and covers an area of 23,000 sq ft.
This huge new assembly bay allows us to assemble all of our
wash plants under one roof and facilitates enhanced quality
control and product testing methods. This operation means
that we iron out any slight bugs or snags during the assembly
process meaning that when the plant gets to site, the end-
product is fully checked and tested.”

“In terms of manufacture, the cutting of steel, fabrication and
painting process is all carried out very close by, at one of our
other sites, meaning that all parts can be transferred quickly
and easily to this new assembly facility, cutting the build time
down as much as possible for our clients.”

“Since 2012 Terex Washing Systems has grown substantially
and this new facility increases our capacity for production. We
are currently running at around 50 - 60% meaning that we

have lots of growth available for our business strategy moving
forward, and 2017 will see us producing around 160 units
here, with a growth plan to build over 300 units per year.”

“The important thing recently is that investment has been
substantial from Terex, not only with this facility, but with
Granville, a brand-new parts facility located around 5 miles
away. The overall investment across these two sites has been
in the region of £9m. Investing in people is also high on our
agenda, and we intend to grow the engineering team, the
applications function, and the sales force so we can reduce
the territories for each manager meaning they are each closer
to their customers and markets.”

“Investment in our dealers, and developing them technically is
also key for us and this is now the role of Fergal McPhillips,
our Global Technical Business Development Manager, who
specifically looks after our dealers and imparts as much
technical knowledge and expertise as possible so they are
much more proficient through the overall application sales
process.” 

“We have a very exciting new product road-map over the next
few years, and this will make sure that we maintain our
position as market leader. Coupled with that we are extremely
keen to bring telemetry to our product range, expanding on
our already in-depth on-board HMI, we want to leverage the
detailed information and make it available to our customers,
dealers and our own servicing team to give our clients a more
efficient preventative maintenance experience.”

Terex Washing Systems show us
their brand new Farlough Road
facility
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We asked about promotion of Terex Washing Systems product
into 2017. Oliver explained “Next year, there will be a huge
focus on customer open days. With fewer shows, we will be
investing heavily in open days throughout Europe and the
USA. With our equipment, it’s one thing seeing it sitting on an
exhibition stand at Hillhead, but it’s another thing when
potential customers can see our machines working, see the
material going through, it means they can build up a picture
in their own mind of how that would benefit their operation.
This adds much more impact for us and we can spend more
quality time with them to give them a true experience of the
product.”

Paul McWilliams, Engineering Manager, then gave us a tour of
the new offices and production facility “Here in our new
offices, our applications team, headed up by Johnston
Patterson, play a significant part in the business. Our sales
team and applications engineers are very closely linked, as we
have to make sure that we get the right solution for the
customer. Our sales team always heavily consult with our
applications team to analyse the material flow fully and come
up with the right solution for each individual client. Our

design team then get involved in putting the right modular
elements and bespoke items into place on the wash plant.”

“In the production area we have four bays, an expanded parts
facility, 50ft height clearance, and four 20 tonne cranes. These
cranes allow us to lift complete machines and move them
around the facility. We have footprints here to build two to
three large machines or six to eight smaller machines
dependant on their specifications. There are two fully opening
doors, one on each end of the facility meaning that we don’t
have to move machines past each other, it is more of a
production line, making it much safer. Also, down the side of
each of the bays, we have individual control panels which
allow us to test individual components before they are
assembled onto the final machine.”

“Through the investment in this new facility Terex have shown
their commitment to these brands in the UK and Northern
Ireland, and we are looking forward to increasing team
numbers and producing more and more machines through
here.”

Global dealer staff
are trained on-site
at TWS

Paul
McWilliams,
Engineering
Manager with
Oliver Donnelly,
Terex Washing
Systems new
business line
director
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McCloskey International Announces
New Division

www.hub-4.com/directory/548

New equipment to fulfil demand for in-spec,
high quality product across multiple
applications…

Screening and crushing industry leader McCloskey
International today announced the launch of McCloskey
Washing Systems (MWS), a new business division focused on
washing and classifying across multiple applications. The new
unit will design and manufacture a full range of mobile,
modular and static material and mineral washing equipment.

While McCloskey International
has been producing equipment
for the quarrying, recycling,
mining and industrial sand
sectors for over 30 years, this
new division has been created
to provide 100% focus on the
development of class-leading
innovative and efficient
equipment for washing and
classifying material and mineral
products.

Speaking ahead of the launch,
McCloskey International’s
President and CEO Paschal
McCloskey said, “Our
customers are always looking
for more modern, flexible and cost-effective solutions. Our
customer-driven approach to product development has led us
to invest significantly in the establishment of this new
division, with the aim to be the design and manufacture of
high quality washing equipment that is easy to install,
maintain and operate.”

The products produced by the new division will deliver
significant advantages to customers, including lower cost of
ownership, lower cost of production, and making more
projects viable for their business.

“Global requirements are becoming more stringent, and
McCloskey International is in the perfect position to provide
innovative equipment to assist customers in meeting these
demands”, said Sean Loughran, Director, McCloskey Washing
Systems. “The entrepreneurial spirit that McCloskey was
founded on is very much alive; the business continues to be
driven by passion to design and build the best equipment. This
same ethos exists within MWS. Our team of highly skilled and
experienced Washing Design Engineers have spent the past 12
months developing an impressive range of washing

equipment that, I am delighted to
announce, is ready to be launched onto the
world stage.”

With a host of international tradeshows
and customer open days planned, the
remainder of 2016 and all of 2017 is going
to be a busy time for MWS. Introduction of
the division and product line within the
global dealer network has begun, and will
continue leading up to the formal launch
of the division at CONEXPO/CON-AGG
2017, March 7-11 in Las Vegas, Nevada,
USA. The first products will be unveiled
and on display in a 20,000+ sq. ft. exhibit
in the Silver Lot, at S5115 and S5014.

Sean Loughran added, “These are exciting times at McCloskey
and I am delighted to be leading this new division. With our
core focus on developing highly innovative and efficient
equipment and our company-wide emphasis on supporting
our customers, I have no doubt MWS will quickly be seen as
the market leader in the Washing industry.”





CMB International have now successfully
installed the first ‘dual drive’ screen at
Angerstein Wharf in London.

Owned and operated by CEMEX this site is one of the largest
operations in the capital supplying over a hundred million
tonnes per annum.

One of the biggest issues with the twin processing line at
Angerstein has been the replacement of the Cedarapids
screens when they failed. CMB had been supplying re-
engineered Cedarapids screens as replacements as and when
the screens were failing.

With twin production lines, each of the four screens at
Angerstein is ‘handed’ either left or right. To further
exasperate the issue a spare screen is also shared with a
sister operation downstream at Northfleet. This works
perfectly until the wrong ‘hand’ fails which entails more
downtime until the screen is repaired and re-instated in situ.
As this is not predictable it has meant that CMB have on
occasion swapped the drive to the opposite side to
accommodate the position, all of which meant more
downtime and maintenance costs.

A faultless improvement:

After a site meeting, Martin Brough of CMB and Unit
Manager Dave Whitby agreed that a new design that would
fit either ‘hand’ would be ideal, and suitable for the Northfleet
operation as well. CMB subsequently designed and
manufactured a top drive screen to replace the first existing
Cedarapid screen.  

Dave Whitby-Unit Manager, commented, “the new screen has
been faultless to date and has also improved maintenance as
the bottom screen can be accessed easily with the drives on
the top.”

Liam Holland – General Manager CMB, commented,” With the
new CMB screen design, the two on-board motors mean that

our screen can sit anywhere within their production line and
can replace any of the screens with no extra work required.
There are also other benefits because the new screen contains
a twin shaft 280 unit that is positioned above the screen side
plates, which ensures there are no large holes within the side
plates to accommodate the shafts (Cedarapids screens have 3
holes in each side plate).  This gives the side plates added
strength to cope with a higher G-Force, which is often
required for horizontal screening to avoid pegging.”

With the first screen being so successful the way forward is to
replace the remaining screens within the Angerstein
operation.

Dave Whitby, further commented, “we are very pleased, CMB
have been very supportive and their experience in designing
and manufacturing equipment for aggregate processing lines
has been clear from day one.”

New dual drive
screen resolves
screen
replacement
issues at CEMEX
Angerstein Wharf
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Marubeni-Komatsu introduced the brand-new
Komatsu HB365LC-3 recently – a 36 tonne
hydraulic hybrid excavator which is both
highly technological and environmentally
sustainable to match. The machine was
originally unveiled to the public at Bauma 2016
but it also made an appearance at Hillhead 2016
too.

Compared to its nearest competitor the PC360LC-11, you’ll
find that this new Komatsu Hybrid excavator will save you up
to 20% in fuel costs. The data, gathered from KOMTRAX™ in
February 2016, only serves to cement Komatsu’s focus on
providing the most cost effective solutions to its customers.
We’ve been commercializing Hybrid machines since 2008 and
we’ve racked up over 10 million hours of operation by
registered excavators benefiting from our proven Hybrid
technology. With more than 3,500 hybrid units worldwide, this
fuel saving technology is beginning to creep into all aspects
of the heavy equipment industry.

The Hybrid works by converting energy generated when the
upper structure reduces its speed while turning, storing this
energy in the capacitor, and then uses it to assist the power of
the engine via the power generation motor when the engine
accelerates. This can, in some cases, result in 30% lower fuel
consumption and less CO² emissions, making it a greener
machine. If the machine is used in an application where lots
of slewing is undertaken, then you might find savings could
be in excess of these figures…

The new HB365LC-3 hybrid excavator features an EU Stage IV
engine and ultra-low noise levels, further reinforcing
Komatsu’s strong commitment towards a substantial
reduction of the environmental impact of earthmoving
machines. Like the HB215LC-2 introduced in 2014, the
HB365LC-3’s EU Stage 4 compliant engine, results in even
greater fuel savings than its predecessor. 

Enhanced comfort and ease of operation

The HB365LC-3 cab
provides a
comfortable and quiet
work environment helping drivers maximize their productivity.
The proportional control joysticks, which are standard, allow
precise operation of attachments with comfort and ease. With
its optimized engine control and fan-clutch system, HB365LC-
3 achieves ultra-low noise levels (100dB external / 68dB
internal), lower even than on the HB215LC-2.

Cutting-edge technology

The HB365LC-3 has the same power as the PC360LC-11, with
up to 53kW extra electric power supplied by the revolutionary
Komatsu Hybrid system. The kinetic energy generated during
the swing-braking phase is converted to electricity, which is
sent through an inverter and captured by the Komatsu Ultra
Capacitor. When accelerating under workload conditions the
captured energy is discharged quickly for upper structure
rotation and to assist the engine as commanded by the hybrid
controller. The reserve power stored by the hybrid technology
represents additional horsepower that is available to
maximize machine performance by supporting the engine, or
is used for swing power.

Convenient maintenance and serviceability

The HB365LC-3 provides easier service access to help reduce
costly downtime. The new model has guardrails on both sides
of the upper structure for easier accessibility. The radiator and
hydraulic oil coolers are mounted side by side, making it
easier to maintain and service when required. The excavator is
equipped with the exclusive Komatsu EMMS (Equipment
Management Monitoring System), which has enhanced
diagnostic features that give the operator and technicians
greater monitoring and troubleshooting capabilities. EMMS
also continuously monitors all critical systems, preventative
maintenance, and provides troubleshooting assistance to
minimise diagnosis and repair time.

A saving of up to 20% fuel costs
against its nearest competitor with
the new Komatsu HB365LC-3





| p71 |

Quarrying

Chepstow Plant International has signed a deal
with Volvo Construction Equipment for the
supply of 100 machines for its mineral,
aggregates and earthmoving fleet. The deal sees
Chepstow Plant International continue to grow
its fleet as it moves forward with sustainable,
practical and safe machinery solutions for its
customers throughout the UK.

Equipment joining the fleet includes the very latest in Volvo
ADTs from A25G to A40G, wheeled loaders from L45H to
L250H and excavators from EC220E up to the new EC750E. 

“Premium brand equipment helps us and our customers in
many ways,” explains John Corcoran, managing director of
Chepstow Plant International. “It rewards with safety, uptime,
fuel efficiency, residual value and image, and I’m pleased to
say that Volvo equipment now accounts for, in excess of 50%
of our fleet.” 

“It is a false economy to buy low-cost plant and equipment,”
he says. “It doesn’t sell the skills and capabilities of our
business when it comes to partnering with clients.”

Mr Corcoran says that significant growth and new business
opportunities over the last 10 years have resulted in the lion’s
share of the Chepstow Plant business now operating in
multiple quarry locations throughout the UK. As a result, the
firm relies on performance and service back-up, along with
advances in machine telemetry and operating data - the latter
are factors that are helping to shape and influence enhanced
safety.

“Working closely with our clients, we have seen a gradual
shift in our fleet requirement towards the heavier end of the

market,” he adds. “We are already running Volvo EC700
excavators and based on their performance, we’re looking
forward to getting two new EC750s.”

When it comes to rehandling materials, he reckons Volvo
wheeled loaders with OptiShift, are among the leanest in the
industry when it comes to fuel efficiency. And for material
transport, he believes that Volvo’s articulated haulers are very
much the preferred option at the moment. “Volvo ADTs are
hard to beat for operator comfort, durability and residual
value,” he says. “And the latest G-series has an increasingly
important role to play for our mineral and aggregates clients.
When it comes to litres/tonne moved, there is little that comes
close to the efficiency of a Volvo ADT.”

Chepstow Plant
grows its fleet with
100 new Volvos
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Mentor Training

Keep safe when
operating this winter
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Accident statistics highlight the need for
equipment operators to take additional care
when completing their daily tasks during the
winter months. Dark mornings and nights, a
drop-in temperature and artificial light can all
pose unexpected risks.

The change in working environment is a primary module of
Mentor’s training courses for all equipment types, and whether
you are operating a mini digger on a construction site, or an
access platform to complete maintenance work, the seasonal
change must be discussed on-site as part of any safety
briefing.

Here are some of the reminders from Mentor to help keep
operatives and those working alongside equipment safe and
aware this winter.

Be seen, be heard 

The dark mornings and nights greatly reduce visibility on-site,
but the job doesn’t stop just because the days are becoming
shorter, the operation adapts, leaving many operatives
completing their tasks under artificial light. It’s imperative to
make sure that sites are suitably lit; checking stairwells,
pedestrian walkways, access roads, loading areas, plant yards
and car parks - all key areas.

All on-site equipment should be fitted with suitable lights to
allow operatives to see clearly, and importantly be seen by
others. As an extra safety precaution operatives are reminded
to use their horn when approaching corners and areas of
restricted vision, warning beacons and reversing alarms should
also be checked frequently to ensure correct use.

The appearance of surfaces can change when lit artificially and
operatives need to be extra vigilant. Routes should be checked
prior to operation to ensure that they are free from debris, ice
and excess water. Consider the ground condition, hard and
solid or unsafely soaked ground can have an unexpectedly
dramatic effect on the stability of the equipment which could
result in tip overs and increased stopping distances. 

Slips trips and falls

Walkways and access routes must be kept clear with easy
access on-site to rock salt and grit. Access and egress of
equipment can pose particular risks in the winter months.
Operatives should be reminded to wear the correct safety
boots and always maintain three points of contact, checking
that steps and handrails are free from ice and snow. When
getting off their machine remind operatives to check the
ground so that they do not slip on ice. 

Be prepared 

Preparation is key to a safer winter. Operatives should continue
with their pre-operational checks prior to using the equipment.
Washer fluid should be full at the start of the shift and checked
throughout. The fluid concentration should also be checked to
ensure this does not freeze during the shift and there should
be a suitable supply of de-icer. Tyres should be checked
especially for under inflation as cold overnight temperatures
can result in lower tyre pressures at the beginning of the
morning shift. Oils will be thicker during cold temperatures so
equipment should be given extra time to warm up prior to
moving off. 

Wrap up – stay safe 

The drop-in temperature will result in additional layers of
clothing and bulky heavy PPE. This, can pose a risk with
snagging and restricted movement resulting in slips trips and
falls and movement of equipment controls when an item of
clothing becomes caught. It is advised that operatives wear
under layers to keep warm rather than adding additional heavy
layers which can be restrictive. 

Further information and help to support your 
winter safety campaigns is available 
from Mentor.



New and used static & mobile quarry plant, 
spares and on-site maintenance

LITTLE ALTON FARM, THE ALTONS, RAVENSTONE, LEICESTERSHIRE LE67 2AA UK T: +44 (0) 1530 563600

www.cmb.uk.com
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Back in the summer the HUB team were invited
as guests to attend the Shell Eco-marathon
Europe. Held for the first time in London, this
year’s theme was ‘Make the Future London”
which was attended by more than 30,000 guests
to the festival of ideas, innovation and friendly
competition held at the Olympic Stadium from
June 30-July 3.

After we sat down with the Shell Bitumen team and Professor
John Read, General Manager Technology for Shell Specialities,
gave us an overall view of where Shell Bitumen stands today.
John has been in the business for over 30 years and looks
after bitumen and sulphur along with a team of 100 world
class technical specialists around the world who support the
business, including a Global R&D Centre in Bangalore where
the core of the fundamental research is done. 

John, commented: “We have three purpose built laboratories
tasked with taking that research and adapting it to local
needs. One at Strasbourg which covers Europe, one in
Bangkok which looks after Asia and a third in Shanghai
looking after China. Their brief is to adapt the technology for
further use and work with our customers developing
proprietary solutions ensuring that they service their needs
which is achieved by a sales/service team in each country we
operate.

“Shell has decided that we’re going to continue to produce
bitumen, but we’ve decided that it’s not economical to do
that in all locations. Therefore, we have centred on nine of the
group’s 42 refineries where we will produce bitumen. The
ambition is for these to be a million tonnes plus per refinery.
In Europe, we are well catered for by a joint venture at
Eastern Refinery Ltd in the UK and three in Germany - the
Cologne Godorf refinery, PCK Schwedt refinery and the MiRO
joint venture refinery; and the Pernis refinery in the
Netherlands.

“The Pernis facility is the largest integrated refinery complex
in Europe and occupies a strategic location in the Rotterdam
industrial region. Shell continues to invest and increase its
bitumen supply capabilities in the European market, especially
in the Rotterdam area.  Based on these production points,
we’ve set up logistics to move bitumen down the Rhine, to
get out to Rotterdam, and then to ship anywhere.”

John then told us about the technology that was used to build
the track for the Shell Eco-marathon and the positive effect
on our roads today.

“The 2.2km temporary track was built in a very short time
and it was imperative that the surface was as smooth as
possible to enable the cars to achieve maximum fuel
economy. To make this work we had to design an asphalt,
develop a bitumen and lay within the very short access time.

Looking into the
future of roads
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The technology we applied was to design a very low
temperature material which enabled us to produce the
asphalt at a very much lower temperature than would be the
conventional case. In this case, we used a Shell Bitumen low
temperature binder which was laid by a specialist contractor –
FM Conway. The final material that was used cooled to
ambient temperature more quickly therefore allowing the
track to be opened within the short timescale available.

“The technology used is now been adapted across the world
because the time we are allowed on a road to make repairs or
build it is becoming shorter. Typically, on a motorway contract
you can be given a short time frame concession at night in
the winter where it can be very cold with inhospitable

conditions, so if we can shorten the time it’s closed to traffic
you can lay more in a night, so production increases and
because you use less fuels to heat the aggregates and
bitumen production there is a positive sustainability element.
When you produce an asphalt the emissions that come off are
a remote-controlled reaction so for every 12◦C you either
increase or decrease the temperature, you either double or
reduce the emissions by half so in dropping by 24◦C you
would automatically, by four times, reduce the amount of very
volatile organic compounds, VOC’s, nitrous oxides, H2S and
various things that all come off when your manufacturing,
which you don’t particularly want in the atmosphere,
therefore all of this is very good for the environment, so this
event is all about how do we make all forms of mobility more
sustainable.”

Emma Mallinson, Regional Marketing Manager Europe &
Africa at Shell Bitumen, commented: “In contrast to the
example that John was making on road closures for road
surfacing an extreme example of this are runways at an
airport. Where with an increasing demand on the paving its
essential that the time taken out to resurface is kept to an
absolute minimum.

“Recently we have been working in partnership with London
City Airport and delivered a polymer modified bitumen which
will achieve more performance and durability, increasing the
life of the surface with the added affect in helping Shell
Bitumen introduce new products for the airport industry.”

Reducing the road temperature:

We asked John about temperature reduction and he replied,
“Typical asphalt is produced 160-170◦C so it all depends on
the technology. Shell Bitumen have several tiers of technology
for reducing the road temperature - LT which was used on this
track has dropped the temperature by about 30◦C, which in
effect has reduced the total emissions by six-fold compared to
conventional material. This also has the added benefit of a
carriageway being open to traffic probably 90 minutes quicker
than normal. We also have a top tier product called WAM
Foam which is a warm asphalt mixture where we take hot
bitumen and we inject water into it. Bitumen like all oils is
hydrophobic and doesn’t mix with an oil so they don’t mix,
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but of course as soon as you put cold water into hot
bitumen you tend to steam, so that steam tends to form
bubbles and those bubbles pour bitumen into thin films
and those films mean you can coat aggregates at very
low temperatures. With WAM Foam we can drop the
temperature, dependant on the system, by 50-60◦C
therefore reducing your missions and fuel usage
enormously. 

“Shell were first for this type of technology with WAM
Foam being developed between 1992-1995. I think
that’s an important point to note that quite rightly the
road network that any country has is their biggest
single asset so they are very conservative in adopting
anything new on the road network as these are
engineering materials that must last a long time and
they can’t afford to make mistakes as its too costly. So
typically, we find that the innovation curve is 8-10 years
to get to the point that a technology is commercially
accepted and probably between 15-20 years before it’s
a commercial success. It’s a very long innovation curve,
hence you see us doing development back in 1992 with
that technology only becoming a big part of the market
today.”

International leading-edge research:

With international, leading-edge research, Shell
Bitumen can offer solutions to improve the quality of
road infrastructure, such as addressing deformation,
resistance, noise protection, safety and economic
efficiency.
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A high-performance product, such as Shell Cariphalte, which is
a polymer-modified binder with very high resistance to
deformation and excellent low-temperature flexibility, is
therefore ideally suited to extreme conditions as well as
making sound economic sense on a whole life cost basis. 

Shell Cariphalte DM is used on the busiest roads in Europe,
including sections of the M25 which has recently celebrated
its 30th anniversary this year. At 117 miles, the orbital
motorway is the second largest bypass in Europe and was
originally designed for a maximum of 88,000 vehicles. Today
the M25 is carrying double the number of vehicles per day
with Shell Cariphalte DM still in situ – standing a true test of
time.

Shell Bitumen have also focused their efforts for many years
on asphalt recycling. Shell Cariphalte RC is an innovative,
cost-effective solution that helps conserve natural resources
and reduce total asset cost. Launched more than 16 years
ago, it is a cost-effective polymer modified bitumen designed
for high performance road applications in combination with
Reclaimed Asphalt Pavement in base, upper and high-quality
layers.

Smart surfaces of the future:

Looking to the future Shell has identified many more
opportunities to innovate. It is exploring synthetic bitumen
emulsions that reduce nitrous oxides in the air by converting
them into harmless nitrates that wash away from the road
surface. The company has started to explore the technical
feasibility of changing the visual appearance
(phosphorescence) of road pavement surfaces, to facilitate
ambient lighting, alert traffic to changes of road driving
condition or even danger. 

Today, Shell is partnering with suppliers of phosphorescent
products and several universities to investigate the feasibility
of scaling up phosphorescent asphalt mixtures.

Additionally, Shell is also working with Pavegen, a technology
company that has developed paving slabs to convert energy
from people's footsteps into electrical power. It is also
possible that it could be used to generate electricity to feed
the grid. 

Shell is also conceptualising how this technology could act, as
an interface to inform local authorities and their contractors
that a road is failing: as the road deforms, the pressure
exerted by the vehicle would give out a higher electrical
current which could then be converted into an indication of
damage. 

These innovations will demonstrate that it is possible for
roads to contribute to sustainable development and to do
more than just carry people and goods from A to B. However,
route to market remains an issue for these types of products
that cross more than one Government Department and work
will need to be done for these types of product to become
effective contributors to society.
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Blue smoke is a visible aerosol emission capable
of traveling long distances before dissipating
sufficiently to become invisible. It is an
industry-wide concern for several reasons
including regulatory limitations, organized
opposition, community concerns, and control
equipment requirements.

Visible emissions produced at hot mix asphalt (HMA) plant
look bad to the community. People make assumptions about
the “smoke” that they see. Their perceptions are often based
on a lack of knowledge or incorrect information. In fact, there
is no way to know whether a plant is out of compliance by
simple visual observation. Nonetheless, visible emissions can
trigger complaints by the community, which can in turn lead
to permitting and zoning difficulties for new facilities.

TYPES OF BLUE SMOKE EMISSIONS

Process Emissions

Process emissions are those emissions ducted to a single
discharge point. They result from plant operations such as fuel
combustion. These emissions may include particulate matter,
steam, combustion products, unconsumed air, and unburned
hydrocarbons (i.e., fuel droplets).

Fugitive Emissions

Fugitive emissions result from such activities as vehicular
travel and material transfer between plant components.
Fugitive emissions are divided into two major categories:

1. Invisible Emissions - Emissions that primarily consist of
non-condensable volatile organic compounds (VOCs) that
participate in the production of ground-level ozone (smog).

2. Visible Emissions - There are two types. The first are visible
fugitive dust emissions generated at conveyors, stockpiles,
and roadways. Other visible fugitive emissions contain
heavier hydrocarbons (compounds made of hydrogen and
carbon molecules) that readily vaporize at temperatures
around 150°C. They condense in ambient air and adsorb to
dust and water particles. These emissions have a
characteristic fuel odour.

BLUE SMOKE CHARACTERISTICS

What is it?

In the USA, the EPA conducted extensive testing on gaseous
emissions that occur while

filling silos and loading trucks. Tests were conducted at a
batch plant and a drum mix facility. The emissions were found
to contain organic (carbon based) and inorganic particulate
matter. Analysis also revealed the presence of carbon
monoxide. However, hydrocarbons were found to be the
predominant component of blue smoke. These hydrocarbons
are collectively categorized as Total Organic Compounds
(TOCs).

Emission rates were found to vary with bitumen binder
volatility and mix temperature.

Volatile Organic Compounds

Volatile organic compounds (VOCs), a subset of TOCs, are
hydrocarbons that readily vaporize at room temperature and
pressure. They are produced during the combustion or
breakdown of complex hydrocarbons. According to the EPA
tests, 94 percent of the compounds present in blue smoke are
VOCs. Their presence in blue smoke is of concern because of
their contribution to air pollution. These compounds react with
nitrogen oxides in the presence of sunlight to form
photochemical smog. They also trap heat, which contributes
to the so-called “greenhouse effect”.

Hazardous Air Pollutants

Hazardous wastes are compounds known, or suspected, to be
dangerous to humans and the environment. The airborne
components of these chemicals are known as hazardous air
pollutants (HAPs). HAPs produced through combustion are
fuel-type dependent, as is the quantity emitted. Approximately
9 percent of the compounds in blue smoke are classified as
HAPs.

CAUSES OF BLUE SMOKE

Chemistry of Asphalt

Asphalt is a complex mixture of hydrocarbons that remain
after refining crude oil. In addition to carbon and hydrogen
atoms, asphalt also contains sulphur, nitrogen, and oxygen.
Trace amounts of the metals vanadium, iron, and nickel may
also be present.

Distillation Process

Crude oil is the foundation of many organic compounds. It can
be asphaltic-based, paraffin-based, or a mixture of the two.
Asphaltic crude oil yields asphalt cement from simple
atmospheric distillation. Paraffin type crude oil yields asphalt
cement only through destructive distillation involving
chemical reactions.

Crude oil’s chemical composition, and thus its source,
determines what fractions, or compounds, are acquired
through distillation. Individual fractions exhibit different
behaviours based on their atomic structure.

Asphaltic crude oil is superheated to approximately 600°C
during simple atmospheric distillation. The resulting vapours
enter a distillation column filled with separation trays for
collecting the various fractions. Temperatures within the
column decrease with height. Fractions condense according to
their boiling point as they rise through the tower. Light
fractions include gasoline, kerosene, and fuel oils. Heavy
fractions include lubricating oils and heavy gas oil. It is
important to note that injecting steam, as a catalyst, will
increase the level of separation at lower temperatures. With
steam injection, distillation can occur at temperatures as low
as 300°F.

Blue smoke
emission and control



Bitumen is a residual compound from the distillation
tower.

Some heavy fractions will be subjected to further processing. They
are often sent to cracking units. Cracking is the process in which
large hydrocarbon molecules are broken into smaller molecules by
applying heat and high pressure. Catalysts, such as steam, can be
applied to the process in order to lower the temperatures required.
Lighter fractions acquired by cracking are sent to another
distillation tower for separation.

Despite processing, all light fractions are never completely removed
from bitumen. The quantity remaining depends on the original crude
oil and the degree of processing that has taken place. Bitumen
viscosity, is dependent on the quantity of light fractions retained
after processing. Studies of crude oils from around the world show
that different asphalts will contain varying quantities of light
fractions even after undergoing the same processing.

Bitumen hardness greatly affects mix performance. It is directly
related to the amount of light fractions retained by the bitumen.
Hardness increases as the quantity of light fractions decreases.

In order to meet hardness specifications (the bitumen’s pen, or
penetration number), artificial softening of the asphalt cement may
be required. The softening process involves blending a bitumen with
softer bitumen’s, if available, or other light fractions. This increases
the quantity of light fractions present that may vaporize under
appropriate conditions. The smoke temperature of the bitumen is
dependent on the light fractions present. 

Temperatures at hot mix asphalt (HMA) facilities are higher than
many hydrocarbon boiling points. Vaporization may occur during the
production of hot mix when conditions are favourable and light
fraction vaporization can cause blue smoke formation during mix
production and storage.

Warm mix asphalt (WMA) systems such as the Astec Green Pac
System as well as providing reduced energy consumption by
reducing mix temperature, also lower emissions and can eliminate
visible smoke. Unfortunately, many technologies for warm mix
production rely on additives, special bitumen, special procedures
and/or special bitumen delivery systems to achieve low viscosities at
low temperatures. The additives are expensive and add significant
cost per ton of mix. Astec warm mix systems eliminate the need for
expensive additives and special bitumen’s by mixing a small amount
of water into the bitumen to create microscopic bubbles. These
small bubbles act to reduce the viscosity of the bitumen coating on
the aggregate allowing the mix to be handled and worked at lower
temperatures

Asphalt Binder Additives

Anti-strip additives can also affect blue smoke formation. These
compounds alter the chemical composition of a binder by adding
light fractions and typically, the smoke temperature of a binder is
lowered when using anti-strip additives.

Recycled Materials

There are significant economic advantages to using Reclaimed
Asphalt Product (RAP). RAP usage proportionally decreases the
quantity of virgin aggregate and bitumen in a mix. However, RAP is
another source of hydrocarbons. When blended with superheated
virgin aggregate, RAP melts and steam is released. At sufficiently
high mix temperatures, steam can initiate hydrocarbon vaporization
from the RAP. These hydrocarbons will form blue smoke if allowed
to condense. Smoke formation from recycle mixes generally results
from excessive mix temperatures. Extended periods of precipitation
can cause fluctuations in the RAP moisture content. The resulting
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increase in steam volume can enhance smoke production,
depending on the light fractions present in the recycle
material. It is advantageous to take steps to minimize RAP
moisture which can be achieved through various methods,
including paved or covered stockpile areas and proper
stockpile management.

Mixer and Dryer Designs

Mixer or dryer design also influences blue smoke formation. In
a parallel-flow drum mixer, parallel flow RAP dryer and some
aggregate dryer drums with recycle addition breaching rings;
mix / RAP is showered through the hot gas stream being
pulled through the drum. Steam in the drum can initiate
hydrocarbon vaporization. In such drums, all gases are ducted
a single emission point, typically the baghouse exhaust stack.
Vaporized hydrocarbons present in the gas stream will
condense upon ejection from the stack resulting in blue
smoke emissions being appreciably higher for this type of
plant.

In the ASTEC® Double Barrel® drum mixer, RAP and bitumen
are injected in the mixing chamber, away from the hot
exhaust gases in the inner drum. Steam is released as the RAP
mixes with superheated aggregate. Hydrocarbons vaporized in
the mixing chamber are pulled into the inner drum by the
exhaust fan, where they are consumed by burner flame. The
Double Barrel® drum mixer has been designed to meet
emission requirements by eliminating the potential for blue
smoke formation while running up to fifty percent RAP.

Air Exposure

Blue smoke can form at material transfer points because of
exposure to ambient air. As mix falls, through a discharge gate
for example, it does not remain in a slug. The turbulent fall of
the mix exposes a larger surface area, thus allowing for even
greater interaction with cool air. Any vaporized hydrocarbons
that have been trapped in the mix are then released, blue
smoke forms as they condense.

CONTROL METHODS

Need for Control

While HMA facility emissions are lower than most other

industries, the implementation of blue smoke control may still
be warranted. In future, blue smoke systems are likely to
become a standard pollution control device at HMA facilities,
either due to local community pressure or regulatory
requirements.

DISPOSABLE METHODS

Effective smoke collection involves sealing all material
transfer points. This eliminates the opportunity for vaporized
hydrocarbons to condense in ambient air. Pick-up points are
positioned at material transfer locations, such as atop
batchers and the drag discharge

chute. Dampers in the ductwork at each pick-up point are
used to balance airflow. They may be manual or automatic
depending on the overall system set-up. A radial blade
centrifugal fan is used to transport contaminated air through
the ductwork. A damper is located at the fan inlet to control
suction.

Because hydrocarbons are essentially fuel droplets, a logical
method of disposal is incineration.

Smoke collected at the mixer and sealed silo tops can either
be routed to the burner or a collection unit.

The captured smoke is ejected from a dispersion ring
encircling the burner. The main system exhaust fan pulls the
hydrocarbon-laden air into the flame of induced-air burners.
Smoke particles are blown directly into the flame of forced-air
(total air) burners by the scavenger fan.

COLLECTION METHODS

Blue smoke formation at the loadout zone is problematic for
both continuous mix and batch plants. Collection involves
surrounding the discharge gate on three sides with
horseshoe-shaped intake hoods. Automatic dampers
synchronized with the discharge gates regulate the airflow
through the intake hoods ensuring that scavenging occurs
only at the silo in use.

The air volume captured at the loadout zone limits control
options. Burner excess air limits generally rule out
incineration, therefore smoke from the loadout is typically
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routed to an alternate control device.

Electrostatic Precipitator

An electrostatic precipitator can be utilised to remove
hydrocarbons from the gas stream. Incoming gases flow past
a series of electrodes suspended in the passage through the
first stage of the unit. The electrodes are supplied with high-
voltage DC power that ionizes (causes to have a negative
electrical charge) the particles as they pass. The gases then
flow past collector electrodes in the second stage of the
device. Collector electrodes have a positive charge that
attracts the ionized hydrocarbons, removing them from the
gas stream. Treated air is exhausted to the atmosphere.
Collector electrodes must be cleaned regularly to remove
particle build-up.

Media-Type Filtration System

In a media-type filtration system blue smoke is pulled through
a unit containing an assembly of disposable, pleated filter
cartridges. Vaporized hydrocarbons and steam cool as the gas
stream enters the unit. As smoke particles condense, some
collect in a sump located in the expansion chamber. Filter
cartridges collect the remaining particles as the gas stream
flows through the unit.

Filter cartridge units consist of two filtration stages. The first
stage involves preliminary filtration of condensed droplets via
impingement filters. Primary filtration of the gas stream
involves second stage oil mist filters. Oil collects on both the
preliminary and primary filters.

Media-type filtration systems require routine filter
replacement to ensure proper operation. 

ASTEC® Fibrebed Mist Collector

A system newly available for controlling blue smoke from
HMA facilities is the ASTEC® fibrebed mist collector. Fibrebed
mist collectors operate similarly to a particulate baghouse. A
damper or a variable frequency drive is used to regulate
airflow and filtered air is exhausted to the atmosphere at the
outlet of the fan.

This unit employs three methods for blue smoke collection:
impaction, interception, and Brownian diffusion.

• Impaction involves the collision of blue smoke particles
with a fibre filter. This method is effective for particles
larger than 3 microns.

• Interception is used to collect smaller particles in the 1 to
3-micron range. Collection occurs as smoke particles graze
the sides of the fibre filter while passing through the
media pores.

• Brownian diffusion is employed for the collection of sub-
micron particles. Particles rotate and move along curved
paths after colliding with air molecules, which move along
a straight path between collisions. The random movement
exhibited by the particles is known as Brownian motion.
Air molecules can adeptly manoeuvre between the filter’s
fibres. The haphazard movement of the smoke particles
causes them to collide with the filter fibres, thus removing
them from the gas stream. As particles condense on the
filters, they encounter other captured particles. Multiple
particles unite to form large droplets. Gravity will cause
these droplets to drain from the filters to a collection
system and the bottom of the filter housing is sloped to
allow condensate to be drained.

Blue smoke collection efficiencies of over 99% have been
achieved with these control units to meet stringent
environmental compliances.

ASTEC® fibrebed mist collector is available from BG Europa
who promote their range of equipment in the UK and are
stockists of genuine Astec parts.

http://www.bgeuropa.co.uk/products/emission-control/astec-
fibrebed-mist-collector 

BG Europa (UK) Ltd
Pipers Drove, Giffords Road, Wickhambrook, Newmarket, Suffolk CB8 8PQ
Tel: +44 (0) 1440 821155 Fax: +44 (0) 1440 821156
Email: sales@bgeuropa.co.uk www.bgeuropa.co.uk 
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Hungerford-based
Euroblend introduced the
INTRAME asphalt plants
to the market place in June
at the UK’s Hillhead show.
As the authorised sole UK
and Ireland distributor for
INTRAME, Euroblend feel
it is a perfect complement
to their NESBAU and
EUROMECC concrete
plants.  

Euroblend with INTRAME can now
offer both batch and continuous
plants. Designs range from fully
mobile plants with fast on-site set
up, modular designs that require
no foundations, and traditional
standalone plant.

INTRAME’s three models of batch
plants - the UM (ultra-mobile), RM
(stationary) and M (modular) - are
aimed at customers requiring a
finished product with a tightly-
controlled mixture. Maximum
production from the seven-model
UM, RM and M series is from 80
to 400 tonnes per hour (t/h). 

“The reaction to these plants has been fantastic. Interest
across the UK has been excellent, with attention from both
small and large contractors alike,” says Euroblend managing
director Eamonn Ryan.

INTRAME RAP Systems have four types of recycling systems
that can be added to all of their plants, all of them
successfully developed by INTRAME itself.

The first system is based on the introduction of the milled
material directly on the drum of the continuous-type drum-
mix plants. With this system it is possible to recycle up to 40-
50%.

The second system is based on the introduction of the
continuously recycled material, previously weighted, in the
burner’s end of the dryer or in the base of the hot elevator of
a batch-type plant. With this system the amount of recycled
material to be incorporated to the mix is limited to
approximately 15%.

The third system is based on the introduction of the milled
material previously weighted into the mixer of a batch plant.
With this system is possible to recycle up to 25-30%.

The fourth system involves the milled material being heated in
a separate low-level dryer and then introduced in the mixer of
the batch asphalt plant. With this system it is possible to
recycle up to 40-50%.

“All four systems are proving popular,” says Ryan. “There’s
more and more interest in recycling, especially from
established small and medium-sized contractors looking to
give their business the edge when it comes to being
environmentally friendly.” 

INTRAME’s Continuous Plants include the five-model DM
(Drum-Mix), with a dryer-mixer drum, and the Flow-Mix,

which features a counter-flow dryer with twin-shaft paddle
mixer. The DM series features maximum production rates from
80 to 300 t/h while the Flow-Mix series features maximum
production rates of 100 to 300 t/h.

INTRAME's continuous mixer, which is used in all its batching
plants, is designed to produce a homogeneous mixture, with
the aggregate, bitumen and filler for each batch weighed
separately beforehand. Using the continuous method, the
aggregate is transferred directly from the cold bins to the
drying and mixing process. As it is a continuous process, the
mixture is usually highly homogeneous.

The cold feeding bins are equipped with a continuous
aggregate weighing system, while a massic flow meter
continuously weighs the asphalt. All continuous plants are
equipped with silos to store the finished product, while
INTRAME’s speed skip or a slat conveyor transfers the finished
product to the silo.

A key feature of Spanish manufacturer INTRAME’s plants is an
automation system in the control cabin that allows production
to be controlled automatically, semi-automatically or
manually, while the plant’s drying system can use almost any
fuel, including diesel-oil, fuel-oil, gas, recycled oils and coal
dust, while meeting European environmental and safety
regulations.

“We deliver and install the plants on a full, turnkey basis
including all civils, if needed,” said Ryan. “After-sales service
is provided by one of our four service teams who are all
INTRAME-trained engineers and who each operate from a
fully-equipped van. There is also an in-house engineer who
looks after the INTRAME control system, so in the unlikely
event of a system failure, we can be with the customer in no
time at all.”

Euroblend goes from
strength to strength
Euroblend now offers the full range of INTRAME asphalt plants.

www.hub-4.com/directory/17257
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Total and the prestigious French engineering
school Ecole des Ponts worked together with the
online training platform Coursera to offer to a
broad-based audience the possibility of
acquiring a basic understanding of the
scientific, technical and economic fundamentals
of bitumen and its applications. The title of this
first Massive Open Online Course (MOOC) on
bitumen is: “Mastering bitumen for better roads
and innovative applications”. 

As the result of over eight months of active collaboration
between Total – Europe’s leading supplier of bitumen – the
Ecole des Ponts Paris Tech – France’s oldest engineering
school – and the online training specialist Coursera, this
MOOC will give to a broad-based audience the possibility of
acquiring and mastering essential knowledge about bitumen. 

The course covers the entire bitumen chain from crude oil to
its final applications in road construction and industry. It deals

with all questions concerning this construction material, from
its production, its composition and its chemico-physical
properties right up to its applications, its behavior in asphalt
road surfaces and its recycling. It also provides details about
standards and the market as well as R&D perspectives for
new, innovative applications for optimized performance, cost-
effectiveness and environmental compatibility, in keeping with
Total’s slogan: “Committed to better energy.” 

Leading experts 

“During four weeks, leading experts in bitumen will bring you
their knowledge and experience to build a strong
understanding of today’s realities and new perspectives on
the future of bitumen,” explains Jean-François Corté, General
Secretary of the World Road Association (PIARC), who teaches
at the Ecole des Ponts, in his online presentation of the
MOOC. 

First online course on bitumen and its
innovative applications launched on
April 4th 
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Unexpected spinoffs from binder
development for sustainable
lower temperature asphalt
include products that can
deliver – for example – faster
reopening of full depth
refurbished carriageways, even
in the middle of winter. A case
in point is the A66 at
Crackenthorpe.

Use of warm asphalts – as opposed to
standard hot ones – have long promised
environmental benefits of energy saving,
lower emissions and enhanced durability.
To this list can now be added technical
advantages including extended
compactibility in cold weather and
quicker reopening of roads to traffic. 

In the right circumstances, asphalt at
lower temperatures can tick both the
sustainability box and the one that
signifies sound commercial sense. The
highways industry is waking up to this
and beginning to exploit warm asphalt’s
hitherto unappreciated ability to cut the
length of full or partial road closures and
get traffic flowing again, quicker.

Hanson is one of the contractors at the
forefront of asphalt technology which has
taken on board the technical advantages
that use of warm asphalts can bestow,
beyond the environmental. It has
employed leading edge materials to
reinstate one of Cumbria’s busiest roads,
the A66 at Crackenthorpe, west of
Appleby. Hanson’s asphalt has included
Nypave PX50 and Nytherm PMB 75
binders, both sourced from bitumen
specialist Nynas.  

“Carriageway closures were restricted to
night time possessions during last winter.
We had to get in at 19.30, do the work of
planing out and replacement, and then
get away for traffic to be running by
08.00 the next morning,” says Hanson
north technical services manager,
aggregates and asphalt, Jon Sharp. 

“Time was short considering the amount
of work we had to do each shift, moving
around 350t.  We needed materials that
could be compacted well despite the cold
temperatures and which would harden
rapidly. Our client Kier (contractor to

Highways England) agreed to the low
temperature solutions we proposed.”

The challenge was to lay two layers of
base course at 90mm each plus a binder
course of 70mm, adding up to a total of
250mm, plus a Tuffgrip thin surfacing of
40mm, all between 22.00 (after planing)
and the morning cut off point. 

After examining various options, Hanson
proposed the lower temperature one as
the best mixture for the base and binder
courses. Using a warm asphalt containing
a suitably modified binder – the company
argued – would allow the asphalt to be
mixed at a lower temperature (140oC,
providing a 30oC benefit) and trafficked at
a higher one (the material being stable at
circa 90oC, giving a further 30oC benefit). 

Adding up to a rapid turn around and
Hanson being able to get the subsequent
layers laid sooner and to the right level of
compaction.

“The case for warm asphalt centred on us
ensuring installation to the shortest
possible timescale with less possibility of
disruption for the general public. Against
was the slight increase in material cost
and slightly less control over unforeseen
site issues,” Sharp says. Nypave PX50, the
binder chosen for the base and binder
courses, is a highly modified 40/60 pen
binder which offers – according to Nynas
– a range of enhanced performance
characteristics.

“It allows for lower temperature
compaction and rapid hardening of the
asphalt which in turn allows for two to
three layers to be laid at night, in the
cold, in short order,” says Nynas asphalt
support engineer Jukka Laitinen. “It can
be trafficked relatively rapidly without the
kind of deformation which would happen
if, say, a conventional 50 pen bitumen
was used.”

Nynas warm mix binders
prove to be a sensible choice

Main A66 contractor Kier agreed to the
lower temperature solutions proposed
by Hanson Contracting. Record keeping
was an essential part of the operation to
track laying activity and asphalt
performance

A close watch was kept on materials’
temperatures during laying. Hanson’s
Tuffgrip thin surfacing was bound with
Nytherm PMB 75 bitumen, intended for
lower temperature applications, but here
used at standard hot mix termperatures
– for a wider window of compactibility.
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A win-win material, in other words. In the event, the Nypave
PX50 bound Hanson asphalt – supplied from both Hanson’s
Shap and Keepershields asphalt plants – proved absolutely fit
for purpose, even though from the start subsurface conditions
were less favourable than expected; and the contractor found
itself planing out to a greater depth and having to install not
three, but four layers, of base and binder. The paving started
later then planned but was still completed on time, thanks not
least to the skills and effectiveness of Hanson Contracting.
When opened to traffic the material performed as designed
and there were no signs of deformation.

That said, due to the issues relating to the lower levels, it was
time for a re-think and the programme was revisited. More
time was allowed for laying which meant that speed of
completion for the base and binder layers was no longer
critical. This allowed Hanson to move to a conventional 40/60
binder in its asphalt to save a little on cost. However, it stayed
with its original choice of Nytherm PMB 75 bitumen for the
job’s 40mm thick Tuffgrip surface layer.

Again, Nytherm binder is specially modified to allow the
production of asphalt mixtures at significantly lower
temperatures than those commonly used for conventional hot
mix asphalt, providing the normal environmental benefits.
Nytherm also displays enhanced adhesion to most aggregates.
Most crucially, its use results in asphalt mixtures of high
compactibility even at comparatively low temperatures.

“It’s Nytherm’s compactibility benefits that Hanson has
sought,” comments Jukka Laitinen. “In fact, the contractor
has gone one step further in exploiting the material: it has
mixed its Tuffgrip containing Nytherm warm asphalt binder at
standard hot mix temperatures, 30oC higher than the binder
was originally intended to be mixed at, to gain an even wider
window of compactibilty. 

“This gives it the assurance of better compaction for longer,
during cold weather: a buffer, if you like, against onerous
weather and also unforeseen site problems.”

Jon Sharp describes the process as a ‘belt and braces’ one.
“We wanted ultra compactibility if you like, the best possible
chance of getting our Tuffgrip down satisfactorily in the cold
weather with the road reopened in the shortest possible time.
What we’ve ended up with is a carriageway that won’t
deform, that is durable and will last, to the benefit of road
users.”

Hanson does not just use Nytherm for its compactibility
benefits in winter, it should be noted. It uses the material for
this reason in summer too, where appropriate, for its
compactibility and also early opening potential. That said, the
low temperature product’s environmental credentials make it
an obvious option particularly when sustainability is on the
agenda. “Warm mix binders are a sensible choice. They help
cut CO2 and effectively increase the life of asphalt. What’s not
to like,” says Jukka Laitinen.

Contract details
Project: A66 repairs near Appleby, Cumbria
Value: £1.8M
Duration: 7 October - 20 December 2015
Client: Highways England
Main contractor: Kier
Surfacing contractor: Hanson

Base, binder and surfacing for the A66 at Crackenthorpe
were laid rapidly with no unforeseen problems with the
asphalt, despite the activity taking place in the middle of the
winter and through the night

Operatives from Hanson
Contracting rapidly got to grips on
the A66 with laying leading edge

asphalt containing lower
temperature binders, to obtain
faster reopening of full depth

refurbished carriageway
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Euroblend’s Fast Dry 70 Batching Plant supplied
to Amix, part of the Armstrongs Group and
installed in 10 days…

Lancashire-based concrete and aggregates business Amix has
just taken delivery of its second Euroblend Fast-Dry 70
Batching Plant, with a further 3rd plant on order for its
installation in Wigan.

The company, which operates a total of five quarries in the
Lancashire and Cumbria area, produces ready-mixed concrete
at its Horwich site near Bolton. 

The first Euroblend batching plant is now fully operational
and producing ready-mixed concrete for local contractors.

The first Fast Dry 70 plant replaced an old batching plant that
had reached the end of its service life. The equipment was
installed and commissioned in just 10 days, says Euroblend
project manager Marco Severini.

“The Fast Dry 70 is what we call a ‘semi-mobile’ plant in that
it’s capable of being easily dismantled and relocated though it
is generally installed as a fixed plant,” says Marco. 

A modular design, the Fast Dry 70 comprises pre-assembled
and pre-wired components that can be delivered to site on
just two low-bed trailers.  It is one in a range of seven
concrete batching plants available from Euroblend that
includes, 30m³ wet up to 130m³ wet.

The Fast Dry 70 plant as supplied to Amix is designed for
rapid installation and is operated via a fully-automated
command panel that uses advanced software to manage the
whole production cycle.

The control system can be programmed to specific user
requirements and optimised for efficient operation. All
machine processes are displayed graphically on the control
panel to give at-a-glance status of concrete production

The batching plant is now producing concrete mixes for Amix
concrete business which operates a fleet of 10 concrete trucks
ranging in capacity from four to eight cubic metres.

Amix prides itself on providing a high-quality personalised
service using the best materials and equipment, says director
Emma Armstrong. 

“Almost 60% of our current client base are regular account
clients who have traded with us for many years,” she said. “A
small number of our clients require concrete outside of normal
working hours and we can provide an out-on-hours service on
request at a fraction of the cost of other concrete firms.”

The Euroblend Fast Dry 70 plant installed at Amix is producing
at 70m3/hr.  So impressed with its performance, they placed
an order for a further two plants plants, the second of which
is currently being installed.

Euroblend is the sole authorised UK and Ireland distributor for
Euromecc, Europe’s leading supplier of mobile and turnkey
processing plant for concrete and asphalt. The Italian
manufacturer produces a broad range of concrete and asphalt
batching plants, cement and bulk storage facilities, handling
systems and mixers.

Especially renowned for its mobile and semi-mobile batching
plants, Euromecc produces both standardised and bespoke
solutions tailored to customers’ requirements.

Amix RMC upgrades with Euroblend’s
Fast Dry 70 Batching Plants

www.hub-4.com/directory/17257
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Elite Precast Concrete were approached by
Midlands-based contractor Currall, Lewis and
Martin (Construction) Ltd (CLM) to provide their
high strength interlocking Legato blocks as part
of the Salt Barn refurbishment project being
carried by Kier Construction on behalf of the
Highways Authority.

The Legato blocks were to be used to line the walls of the salt
barn creating additional safe storage for the road salt which
is kept on hand for gritting during the winter months.

Key elements of the project included the difficult access into
the building, the fact that the building floor was sloping and
issue of there being thousands of tonnes of salt already
stored in the building. 

CLM took on the task of casting level plinths onto which the
blocks could be placed and organised the timing of
installation of the blocks by making sure the salt already
stored on the barn was moved over to one side. 

The off-loading and installing of the blocks was contracted to
the specialist lifting and contracting business owned and
operated by Andy Fones – AA Installations. Andy has many
years of experience of operating at the highest level of safety
standard whilst completing some of the most challenging
lifting / placing / installing projects involving heavy precast
concrete elements.  

By close liaison between CLM, AA Installations and Elite
Precast Concrete the blocks were safely installed in two parts
– one side of the salt barn and then the other – thus insuring
minimal disruption to the day-to-day running of the facility at
Hilton Park. 

Elite Precast Concrete carry large stocks of their high strength
Legato blocks so AA Installations were able to order them
straight ‘off-the-shelf’ and the fact that the blocks are
designed to a minimum 100 year working life means that the
client will have benefit of the newly refurbished salt barn as
part of their annual challenge of keeping the motorways open
during the winter months for many years to come.

Elite Precast Concrete complete
Hilton Park Services Salt Barn
Refurbishment
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‘V20 is for versatile’ for
Penrith wood processor
Wood processing firm AW Jenkinson Forest
Products will be using a new Terex TEE
shredder to help it sort through tonnes of waste
wood at one of their London sites.

The firm has taken a Terex TEE TDS V20 shredder from
environmental equipment supplier Molson Green after it
impressed following a series of trials.

The AW Jenkinson team process more than 2million tonnes of
wood chips, sawdust, bark, green waste and timber co-
products from its processing centres throughout the UK and
needed a machine that could not only handle large volumes
but also be adaptable enough to still provide high quality
product in different applications.

Robert Jenkinson, director of AW Jenkinson’s wood division
said: “We wanted a robust machine with great build quality
that could demonstrate its versatility across a range of
working requirements. Molson Green recommended the Terex
TEE TDS V20 and we hired it for four weeks to really put it
through its paces. We need a machine that can cope with
everything we throw at it and is mobile enough to be moved
around our different sites easily. During that time we tested it
on green waste, wood waste, tree stumps, and wood bark -
anything it could come across as part of our fleet. We had no
hesitation in buying it.”

Molson Green area sales manager Jamie Francis worked
closely with the AW Jenkinson site managers throughout the
trial period to help set up the machine and adjust the
chamber and basket arrangement perfectly for each site.

He said: “We found that the machine performed extremely
well across the different applications. It is an extremely

economical, versatile machine that is robust, easy to move
from site to site and can be set up and processing very
quickly.”

Molson Green head of sales Thomas McKiver welcomed the
AW Jenkinson team to the ever growing list of customers now
using Molson Green supplied Terex TEE Ecotec products.

He said: “We are really delighted to be able to count AW
Jenkinson as our customers and I am sure the team there will
be equally delighted with the quality of the machine as well
as the after sales service they can expect from Molson
Green.”

This is the first year Molson Green has been able to offer
Terex TEE Ecotec products to customers and demand has been
high.

Already there are a number of customers running the different
types of Terex shredders and screens with great success,
according to Thomas McKiver.

He said: “The Terex TBG 620 and TBG 625 high speed
shredders are proving themselves  in the green waste and
wood waste processing sectors while the TDS V20 mid speed
and the TDS 820 slow speed shredders have been really
successful in waste wood but also work well in construction
and demolition waste as well as commercial waste
applications. The TTS 620 Trommel has also proven popular.
The fact that the TTS 620 Trommel can take the drum from the
Doppstadt 620 means it is a great, flexible choice for
customers.
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The Terex TEE Ecotec products are built in the UK at its large manufacturing facility in Dungannon, Northern
Ireland; ensuring spare parts are readily available for these machines.

With its superb service centres and mobile service capability Molson Green has the expertise and infrastructure to
provide an outstanding aftermarket package throughout the UK.

For more information on the Terex TEE Ecotec range and details on all of the products offered by Molson Green
please go to www.molsongroup.co.uk or call Molson on 01179 820123.
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Newtown Waste Solutions
Scotland-based Newtown Waste Solutions
required a new machine that would deliver
reliability, impressive fuel efficiency and
productivity, while handling a variety of
materials at its waste recycling plant in
Motherwell, Lanarkshire.

Newtown Waste Solutions employs 55 staff and operates from
two sites, with the head office and recycling centre in
Motherwell, where it processes a variety of materials,
including soil and stones, aggregate, wood, plastic packing,
biodegradable waste, bricks and waste plastic.

The company needed a robust, fuel efficient machine that
would be able to handle the tough task of loading abrasive
materials – broken bricks, stones and contaminated soils – as
well as other waste materials, into its onsite Trommel (a
revolving cylindrical ‘sieve’ that helps sort the waste), crusher
hopper and the trucks it operates.

Started in 2007 the company has enjoyed considerable growth
of between 30 and 40 % year-on-year. Investment in new and
efficient technologies is at the heart of its expansion and it
recently installed a new "MRF" - Material Recovery Facility at
its Albert Street site in Motherwell, which helps it recycle over
90% of the waste it receives. In recognition of its busines
success in this sector the company has also just recently
picked up an award for Environmental Haulier of the Year,
from the Scottish Hauliers Association.

Newtown Waste Solutions already run two CASE machines a
SV300 skid steer loader, and a C Series excavator at its other
site, which handles mostly waste from UPVC and plastics.  Due
to expansion it needed another machine to share the
increased workload at its head office site. After careful
evaluation of all available options it chose a CASE F Series
721F XT.

Work to be performed

The main task of the company’s new CASE F Series 721F XT
wheeled loader, which was supplied by local CASE dealer
Hodge Plant, is to load the crusher, Trommel and trucks at
Newtown Waste Solutions’ main Motherwell site.

“Having seen the 721F at Intermat in 2015 we liked the look
of it compared to other machines available from other leading
manufactures in this class,” explains Newtown Waste
Solutions director, Martin Mclindon “So when we decided to
purchase a new machine we approached Alistair at Hodge
Plant as we were already running other CASE machines, and
we had dealt with Alistair for many years. “But to be honest
we were a little concerned that as the site is quite tight it
would be too big. However, after talking to Alistair about our
concerns it was suggested we take the machine on a demo,
which we did for several weeks. This worked - being able to
see how it performed in a live environment was a great
advantage. The outcome was, we were extremely impressed
with the way it handled and manoeuvred around the site,
sight lines from the cab are very good and it’s very efficient –
more than we expected it to be and fuel consumption is also
proving to be very good.

CASE 721F XT

The F Series’ engine was developed and manufactured by
CASE’s award winning sister company FPT Industrial, which
produces over 500,000 engines per year. The in-house design
leverages advanced technologies developed for commercial
vehicles and agriculture, and introduces specific tailored
solutions for off-road applications.

The engine is designed to offer both fuel efficiency and
reliability with plenty of power available. The air
intake flow is increased by a
turbocharger with air-to-air
cooling, while the multiple
injection delivers “best-in-
class” high torque
performance at low rpms.
With no EGR valve used
100% fresh air is taken
for combustion without
a particulate filter
(DPF) and no extra
cooling system is
needed.

With HI-eSCR
after-treatment,
FPT’s technology
meets EU Stage
IV (Tier 4 Final)
emissions
standards, a big
step towards
cleaner air. With this
system, fewer
components are
involved, engine oil
quality is not
compromised and there
is no need for DPF, or



additional cooling. This allows for a very compact engine
compartment, resulting in excellent rear visibility. In addition,
the maximum temperature reached by HIeSCR is 500°C, 200°C
below the maximum temperature of a particulate filter.

Fitted with CASE’s highly efficient ProShift transmission the F
Series offers, on average, 1.5 litre/hour fuel savings and up to
20% faster cycle time thanks to its 5-speed transmission,
Torque Converter Lock-up, and Power Inch.

For increased reliability in harsh, dusty environments the F
Series includes the CASE cooling cube. The unique design, with
five radiators mounted to form a cube instead of overlapping,
ensures a constant flow of fresh and clean air from the sides
and from the top, to maintain constant fluid temperatures.

The cube structure provides easy access to radiators for a
more effective cleaning and serviceability: additional cleaning
can also be easily done manually, with separate access to
each radiator. To prevent clogging during operation the F
Series also features CASE’s Heavy Duty Cooling option, which
includes an extra thin inlet grille that traps bigger particles,
sealed radiator covers that guarantee cooling air is 100%
filtered, while wide core radiators increase self-cleaning using
a reversible fan to avoid clogging.

Thoughts from the Cab

For operator Gary Liddell the machine has a host of features
that he likes. The comfortable, level P2, ROPS/FOPS cab, which

at 2.06m high and 1.64m wide is the widest in the industry,
and includes 17 air-vents, an air suspended seat featuring a
high back design and lumbar adjustment as well as seat
heaters, which warm up cold winter mornings, make it a joy
to operate.

“The cab layout is good, with all the controls easily available
and very smooth during operation. The seat and general
working environment are very comfortable too. It has great
visibility, which is very important when it comes to site safety
especially on such a busy and compact site,”says Gary.

Client opinon  

Martins sums by by saying: “Overall we very happy with the
performance and efficiency from this machine and how
reliable it is, something that is a major requirement for us.
With such a busy site we just cannot afford to have machines
out of action. We would certinaly look at further CASE
purchases when the need arises. We have a good relationship
with Hodge Plant, who provide us with a great service and
they are always available if we need them, which is exactly
what you want from a dealer.” 
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RiverRidge Recycling has just taken delivery of
Ireland’s very first electrically powered Fuchs
MHL820 long-reach materials handler from
appointed distributors Blue Ireland.

RiverRidge Recycling is a well-established waste management
company based in Northern Ireland, operating from four sites.
As part of the company’s continued investment in modern,
efficient waste processing machinery and materials handlers
and following intensive appraisal of the equipment market,
RiverRidge opted for the electric Fuchs MHL820 from Blue
Ireland and this versatile materials handler is now hard at
work at their state-of-the-art Materials Recovery Facility
(MRF) in Coleraine.

The Fuchs MHL820 has an operating weight of 20 tonnes, a
reach capability of up to 10.4 metres and, in this case, is
equipped with an Arden S1102B grab. With a total power
output of 95kW, there is power to spare even for heavy loads
and the four point hydraulically operated outriggers provide
total stability for stationary operation. The MHL820 is quick
and agile around the working area and the electric cable
feeding power to the machine has a generous range. The
hydraulically elevating cab provides an excellent raised line of
sight for the operator which is particularly important for
maximum load and site visibility and enhances safe operation.
Controls, including the familiar CAN BUS system, are almost
identical to the diesel version, so operators can easily transfer
without having to learn to work the machine afresh. The
electric drive not only reduces operational costs but the
exceptional ease of maintenance also allows good savings on
running costs as well.

RiverRidge’s MRF at Coleraine is capable of segregating high
value products found in the waste streams to a high quality
for recycling or reuse. The MRF is also capable of recovering
and refining Refuse Derived Fuel (RDF) which is exported to

Europe for use in waste-to-energy plants. The company’s new
Fuchs machine is fully occupied handling MSW and C&I
delivered by RiverRidge’s large and varied fleet of skips and
specialist waste collection vehicles. It is stockpiling the waste
and feeding it into a Doppstadt DW 3060 for pre-shredding
before it is fed into the MRF, which is housed in a tailor-made
building. Being used under cover, the zero emissions of the
electrically powered machine, coupled with its extremely quiet
operation and minimal heat output, are highly beneficial
features which contribute considerably to the working
environment. Additionally, since RiverRidge Recycling has
taken the prudent and self-sufficient step to capture the
landfill gases on the site to generate its own electricity, the
running costs of their new materials handler are fairly
insignificant! In fact, RiverRidge estimates that the
comparative operational saving on the new Fuchs machine
over a conventionally powered materials handler is around
£20,000 per annum.

In choosing a Fuchs materials handler from Blue Ireland,
RiverRidge Recycling is drawing on their past dealings with
Blue, having purchased a Fuchs 331 materials handler and a
Doppstadt DW 3060 – another of Blue Ireland’s
distributorships – for their Portadown site back in February
this year. “Our first experience with Blue Ireland earlier this
year proved they provide a good service” said Tony
Kirkpatrick, Operations Director at RiverRidge, “and Blue’s
commitment to excellent spares availability and a first rate
warranty cover were also major factors in making the
purchasing decision; additionally, their field service engineer is
local to us so the response time is good should the need arise.
Couple that with the proven build quality, reliability and
productivity of the plant and machinery Blue Ireland has to
offer and our choice was comparatively easy.”
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Ireland’s first
electric Fuchs
Materials Handler
goes to RiverRidge
Recycling
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Having recently celebrated their 40th
anniversary, Pegasus Profiles have three busy
metal profiling operations across the South of
England in Thetford, Daventry and Andover.
The HUB recently went along to the head office
in Thetford to take a detailed look at the
operation and learn more about their
involvement with Swedish Steel (SSAB) and
the Hardox brand.

This 5000sq m facility
employing 42 staff lies in the
heart of East Anglia and
caters for the high demand
of quality profiled plate, both
to end users and to the
manufacturing industry
throughout the region.
Owned by Nigel Clark,
Pegasus Profiles offers a
complete manufacturing
service including cutting,
grinding, rolling and
forming, drilling, fabrication
and full assembly. Because
of their high quality of work
and accredited standards

including ISO 9001, they were approached by SSAB in January
2012 to join their elite Hardox Wearpart Network, and are
now one of a select few across the UK. 

We met with Roy Denyer, one of the Directors of Pegasus
Profiles who gave us a full tour “Joining with SSAB and
becoming a Hardox dealer has enabled us to expand into
other industries, as well as offering our existing client base a
brand new range of products to compliment our overall
product portfolio. This means that clients can now order a
variety of parts making it easier for them, some Hardox, some
stainless steel and some aluminium for example. Our team
here at our manufacturing facility here have vast experience
in metal profiling, and we have invested heavily through the
years to make sure that we have every capability in-house, so
we can react to our clients’ needs quickly.”

“With Hardox we are highly skilled at cutting, rolling and
forming it to produce a totally bespoke product. On-site we
have several different options for cutting material with a total
of 10 machines available – Four flame cutting, three plasma
cutting, two waterjet cutting and more recently laser cutting,
with the £0.4m investment equipping our site with a stand-
alone high tech laser cutting machine. Here in Thetford we
process around 2,000 tonnes of material each year and
around 200 tonnes of Hardox in various grades including
Hardox 450, Hardox 500 & Hardox 600. Around 15% of our
stock is Hardox - in excess of 60 tonnes of stock ranging from
3mm up to 80mm.”

“We deal with many companies who specialise in gravel and
sand extraction in the East Anglia region, as well as
applications that involve cement and slag, all requiring

hardened steel solutions and we are also working with SSAB
running trials of Hardox Extreme in the cement industry. We
have done more and more in the recycling industry recently
and manufacture and supply wear parts that are bespoke to a
variety of recycling plants across the south of England. We
work hand in hand with the main recycling contractors to
create Hardox wear parts for each application.  

Pegasus Profiles expand into
recycling applications with their
range of HARDOX wear parts

Roy Denyer, Director with
Bob Davison, Hardox Wear
Parts Sales
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“Recently we worked with a busy scrap
metal facility where they required a complete
reline of their press and shear. We
manufactured brand new Hardox liner plates
along with other key components and parts
for this project, to a precise project timeline.
Material handling is another interesting and
growing area for us, and we have supplied
Hardox components for several power
stations where they are dealing with various
biomass materials.”

Roy introduced us to Iain Harper, Works
Director “We have four different ‘nesting’
software packages that we use, as there are
a number of different cutting processes for
the different types of material and we have
multi-skilled operators that can work across
the different cutting machines to keep
productivity to a maximum. The new laser
cutter is handling many more orders, so we
are now running two shifts in that
department. We have a whole variety of
machines in the facility including press
breaks, rolling machines capable of rolling
3m wide plates, grinding machines, drills,
welding and fabrication areas and heat
treatment facilities. The large Lumsden
plough grinding machines which have a
magnetic base plate are also highly capable
of grinding Hardox to a specific thickness if
required, so it’s an extremely capable
operation here.”

Hardox wearparts centres – the one
stop shop for wear products and
services

Hardox Wear Plate is world renowned for its
strength and durability, even in the harshest,
most aggressive operating environments.
Now, customers can benefit from a specialist
service providing high quality replacement
parts for a wide range of quarry and mining
machinery and equipment, delivered through
a network of regionally based Hardox
Wearparts Centres.
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As a global initiative, there are Hardox
Wearparts Centres operating in more
than 40 countries around the world. In
the UK, there are currently nine
strategically located Wearparts Centres,
from Scotland in the north, Northern
Ireland through to South Wales and
South East England covering all the
primary industrial centres - and this
figure is expected to increase further
over the coming years.

Each Hardox Wearparts Centre has
access to the complete product
programme and full technical support
provided by SSAB for its Hardox brand,
which translates to an extremely
comprehensive offering of wear parts
and services for the quarry and mining
industry.

Services include:

• Site visits and technical advice –
including technical analysis of
requirements and measurements.

• In-house design engineering –
redesign of replacement components
to provide longer operational life
using in-house CAD/CAM and
worldwide reference data base.

• Component manufacture – including
collection of components and
comprehensive in-house
manufacturing services.

• Delivery and install – direct delivery
and full installation and re-
commissioning of replacement parts.

• On-site welding services – an
extended service offering, with
specialist welding vans creating the
possibility to make on-site repairs.

• Ongoing support services – including
service agreements, real life wear
performance and analysis, plus wear
monitoring analysis.

One of the benefits of using Hardox
Wearparts Centres is their access to
literally thousands of wear products for
buckets, tippers, crushers, dozers,
shovels, chutes, feeders and pulverisers,
plus many more. Accuracy and product
quality are key drivers in the business
and linked to this significant parts
resource, enables replacement wear
products to be manufactured, often to
higher specification standards, to suit
customers specific operating
requirements. Hardox Wearparts Centres
will undertake the complete
replacement or upgrade of a wear part,
from initial discussion and site visit,
specification recommendation, design
and manufacture.

With their strategic regional locations,
Hardox Wearparts Centres can often
react faster to get replacement wear
parts installed quicker than many
traditional sources and this, coupled
with their knowledge and support
through SSAB has proved to be a
winning combination for its industry
customers.

For more information on Pegasus
Profiles please visit
www.pegasusprofiles.co.uk 

www.hub-4.com/directory/16741
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A WASTE management company in Mid Wales
has ramped up the quality and speed of its
recycled products after investing in a new Terex
Finlay 883+.

MD Recycling, which is based on a 140-acre farm in
Ceredigion, placed an order for the new plant at Hillhead
earlier this year with long-term supply partner Finlay Plant
SW.

Marc Davies, director of MD Recycling, has since reported a
significant improvement in the standard of soil and aggregate
products processed by the machine, together with a much-
faster production rate.

Mr Davies said: “The Terex Finlay 883+ has replaced an 883
screener and not only have we noticed a real difference since
it arrived, our clients have commented on it too.

“The hourly production rate of the machine is considerably
better and its ability to cope with wet conditions is amazing.”

The screener is processing green, mixed inert and builders’
waste, as well as construction and demolition material
brought to the site by local authorities and building
companies from across Wales.

After being processed through the 883+, the soil and
aggregates produced are sold on to farming and construction
companies. 

Designed to work after a primary crusher or on its own as a
frontline tracked mobile screening machine, the Terex Finlay
883+ boasts an aggressive screen box which features both a
4.8m x 1.5m top and bottom deck.   

The screen box angle can be hydraulically adjusted to an
angle between 13º - 19º while the screen box discharge end
can be raised to 500mm to enable efficient and easy access
and changing. 

Of significance is the fact that the increased area of the new
bottom deck on the plant maximises the screening of fines
material. 

MD Recycling, which will also hire out the Terex Finlay 883+,
has been working with Finlay Plant SW for the past 10 years. 

Mr Davies added: “We go back to Finlay Plant SW every time
because of the quality of the machine, the relationship we
have with the company and the back-up service we receive. 

“This is the third machine that we’ve had from them and
we’re really happy with it.”

Gareth Johnson, MD of Finlay Plant SW, said: “The machine
was exactly what MD Recycling needed and it’s great to see
their products have been greatly improved by the new
addition. 

“The versatility of the plant means it can work with
applications including sand, gravel, coal and aggregates as
well as demolition debris, topsoil and quarrying.” 

A video of the Terex Finlay 883+ at MD Recycling can be
viewed at
https://www.youtube.com/watch?v=OStFn52gkXg&feature=yo
utu.be 

New Terex Finlay 883+ generates pitch
perfect product for MD Recycling

www.hub-4.com/directory/17511
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The Eggersmann Group are proud
to announce the expansion to
their portfolio following the
acquisition of FORUS - Twin
Shaft Shredders, TEUTON -
Single Shaft Shredders &
TERRA SELECT - Sorting &
Screening Plant.

TEUTON

The new ‘Teuton 55’ single
shaft, single speed shredder,
which comes with an
interchangeable comb and
optional screen basket, is capable of
producing varying fraction sizes from a
wide range of materials in one pass,
opposed to a dual pre & post
shredding operation. Applications
include wood waste, organic
waste, industrial waste, tyres, as well as bulky waste and
mattresses. We have designed an efficient and low-
maintenance universal shredder that fulfils all requirements.
Demo machines are available to highlight the operating
advantages and improved performance capabilities compared
to alternate shredders on the market.

FORUS

Already a well-respected brand, the ‘Forus 250 & 450’ slow
speed dual shaft pre shredder models specialise in all types of
wood and waste – effortlessly crushing waste wood,
demolition wood, cuttings and rootstocks as well as also
processing plastic films, papers, refuse, general waste and
electronic scrap to a final particle size of 150mm to 300mm.
This shredder is a superb all-rounder that is readily adapted to
the client’s requirements and is available wheeled, on tracks or
semi-mobile hook lift versions.

TERRA SELECT

Terra Select, another well established and respected brand,
provide separation solutions including a range of compact
mobile trommel and star screen models, all equipped with
large filling hoppers and out feed belt conveyors. Ancillary
equipment (air separators and overband magnets) can easily
be retrofitted so whether you need a mobile solution for a
small composting site or a high capacity operation, Terra Select
can offer you the right solution.

To complement our new range of equipment, Eggersmann UK
have set up a dedicated sales, spares and service team to
ensure you get the full support required to run and operate
your application.

These developments allow Eggersmann to offer a fully
exclusive range of mobile and stationary plant to the waste
recycling industry.

New era for the
Eggersmann Group
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Other well-known brands that fall under the
Eggersmann umbrella are compost turner specialists
Backhus, material sorting & separation specialists BRT
Hartner and dry fermentation & biogas specialists Bekon.

BACKHUS

Backhus is the largest supplier / manufacturer of
compost turning equipment worldwide. With their
extensive expertise in windrow and lane turning
technologies, maximum efficiency in the fields of
composting, biological drying, composting of Sewage
sludge and soil decontamination are achieved. With a
full model range covering windrow widths up to 7.5m
and lane widths up to 5.0m, Backhus continues to be the
market leader.

BRT HARTNER

BRT Hartner offer a multitude of handling, sorting and
separation equipment to compliment the most
demanding applications, with an equipment portfolio
including feed & metering hoppers, bag openers, ballistic
separators, fine & coarse screens, trommel screens, air
classifiers,  de-compactors, bale breakers & bottle
perforators.

EGGERSMANN

Eggersmann’s core expertise in the design and
construction of mechanical & biological recycling plants
has also been heightened following the latest addition
of ‘Bekon’, dry fermentation & biogas systems. Bekon,
who have a wealth of experience including 22
operational plants, have joined forces with Eggersmann
Kompoferm to become the leading global technology
provider of dry fermentation / biogas systems.
Processing typical feedstocks of organic waste / green
waste the Bekon process generates revenues from gate
fees, power / gas production, heat and compost.

Alongside the traditional machine building expertise
Eggersmann continue to provide, the new acquisitions
allow us to build complete recycling plants equipped
with our own core branded products. Our system
building capabilities have demonstrated the benefit of
working with a highly qualified multi-disciplinary team
of application engineers, designers, mechanical
engineers, electrical controls engineers and project
managers to ensure the best and most reliable solutions
are achieved on time and to budget.

From a single item of equipment to a full MBT turnkey
facility, Eggersmann have the knowledge and expertise
to deliver.

www.hub-4.com/directory/17663

Broster
Environmental
invest in a
new
Neuenhauser
Star Screen

Broster Environmental Ltd, a family owned
business, have taken delivery of a new
Neuenhauser 2F Wheeled Star Screen for their
composting operation based in Todmorden,
Lancashire.

Supplied by UK dealer Riverside Machinery Ltd the machine is
being put to work screening shredded green waste to a -40mm
fraction and oversize. 

The Neuenhauser 2F Wheeled star screen is fitted with a class
leading 7 metre long x 1.2 metre wide star deck. This enables
very high production of the material due to the aggressive
turning nature of the stars. Other stand out features include
the John Deere 4-cylinder engine which returns on average 6 -
8 litres per hour of diesel usage.

John O'Neill of Riverside Machinery comments "this is Broster
Environmental's second star screen and they have proven yet
again, that if you want to produce a good quality compost
then nothing will touch the throughput, material separation
and build quality of a Neuenhauser star screen. Made in
Germany. Built to Last"



NFPC
15th Feb 2017
National Fluid Power Centre, Nottinghamshire
www.nfpc.co.uk

ConExpo - Conn/Agg
7th - 11th March 2017
Las Vegas, USA
www.conexpoconagg.com

PlantWorx
6th - 8th June 2017
Bruntingthorpe, Leicestershire

SteinExpo
30th Aug - 2nd Sep 2017
Nieder-Ofleiden, Germany
www.steinexpo.eu

RWM
12th - 14th Sep 2017
NEC, UK
www.rwmexhibition.com
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A Liebherr LH 120 M mobile
material handler transforms
handling at the Port of Ridham
The LH 120 M mobile material
handler recently delivered to the
Port of Ridham by Liebherr-Great
Britain Ltd is significantly
transforming the way the port
handles a wide variety of dry
cargoes.

Situated on the River Swale, the Port of
Ridham can accommodate vessels of up to
5000 DWT but until the arrival of the new
Liebherr, older methods of material
handling were being used there.

The arrival of the 140-tonne mobile
material handler has facilitated an increase
in productivity at the port with an
accompanying reduction in fuel
consumption and a significant increase in
operator comfort.

Based on a heavy-duty mobile
undercarriage comprising six independently
steered and driven wheel sets, the LH 120
M is equipped with four hydraulically
actuated outriggers that provide a wide
and stable base of 9.3 m x 11.5 m, thereby
giving the operator the peace of mind to be
able to work in optimal safety.

An
environmentally-
friendly and
fuel-efficient
Liebherr diesel
engine delivers
543hp and is
fitted into the
large, walk-in
engine bay.
Access to all
major
components is

made extremely simple thanks to the design of the upper
structure.

Fitted with the optional hydraulic cab elevation, the Port of
Ridham’s new LH 120 M allows the operator unparalleled
views from a maximum height of 8.1m across a vessel’s hold.
The large, quiet cab provides first-class accommodation and,
thanks to the large glazed panels, unobstructed views across
the working area. This even includes clear views towards the
ground, as a result of the toughened glazed panel in the cab
floor. Access to the cab is via large galvanised ladders and
walkways that are well lit for occasions where the machine is
working during the hours of darkness.

The LH 120 M has been equipped with a 15m angled boom
and a 13.5 m industrial dipper stick, giving a maximum
working radius of 26 m at ground level. A quick coupler
provides safe and easy changeover of attachments from a
suspended load hook to a 6 m3 clamshell grab, both of which
increase the versatility and productivity of this machine.

www.hub-4.com/directory/504
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John Whiting Ltd invest in a new
Portafill 5000 Screening Plant

Riverside Machinery Ltd are pleased to
announce; John Whiting Ltd have recently
taken delivery of a new Portafill 5000 screening
plant.

John Whiting Ltd, a family owned company based in
Colchester operate a large scrap metal business, used
commercial truck business and family farm.

This latest edition to their operation is being put to work on
their farm where they screen incoming hardcore from the
surrounding area and screening as-dug material from their
farm. In addition, the machine will be put out to hire in the
local area.

Standout features on the Portafill 5000 include a 3.2m x 1.2m
screenbox, 750mm wide-wing conveyors and 1000mm wide
oversize conveyor. In addition, the machine offers 2-way
screening in addition to 3-way screening. Power is provided
by a Deutz 4 cylinder-engine returning 4-5 litres per hour of
diesel usage.

John O'Neill MD – Riverside, commented "We are delighted
John Whiting Ltd has chosen the Portafill machine. It is an
extremely compact machine yet offers high production due to
the high energy screenbox. We wish Ben and the family all
the best with their new piece of kit."
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January 17

CONEXPO-CON/AGG Exhibition Preview
National Fluid Power Centre Exhibition &
Conference Preview
QUARRYING - Washing and screening technologies,
equipment and plant including sand plant, cyclones,
barrels, scrubbing, rinsing, separation, drying, classifying
and fines treatment.
RECYCLING - Excavator Attachments, Screening Buckets,
Crushing Buckets, safety couplers.
BULK HANDLING - Power transmission and motion
control featuring fluid power systems, hydraulics,
pneumatics, electronics and control. 
Editorial copy deadline 5th January 2017
Advert copy deadline 15th January 2017

March 17

QUARRYING - Mobile and static crushing and screening
equipment. Crusher spare and wear parts. Screens and
screen media.
RECYCLING - Waste sorting and separating equipment
and solutions for the waste industry.
BULK HANDLING - Weighing technology, weighbridges,
and on-board weighing.
Editorial copy deadline 5th March 2017
Advert copy deadline 15th March 2017

May 17

PLANTWORX Exhibition Preview
WASTE Exhibition Preview
QUARRYING - Dump trucks, excavators & wheeled
loaders. Tyres and tyre chains, wheel washing equipment.
RECYCLING - Aggregate recycling.
BULK HANDLING - Conveyors and elevators, feeders,
chutes, hoppers and silos.
Editorial copy deadline 5th May 2017
Advert copy deadline 15th May 2017

July 17

STEINEXPO Exhibition Preview
RWM Exhibition Preview
QUARRYING - Track mounted conveyors, stockpiling
conveyors, mobile radial stockpilers, tracked feeder
stackers. Dust Suppression and Control.
RECYCLING - MRF’s / Recycling Plants including feeders,
trommels, shredders, picking stations, robotic separation,
air-separation, ballistic separation, magnets, flip-flow
screens, balers, and fines clean-up.
BULK HANDLING - Gantry cranes, lifting and lashing,
chains, storage solutions.
Editorial copy deadline 5th July 2017
Advert copy deadline 15th July 2017

September 17

BULKEX Exhibition Preview
QUARRYING - Turnkey bespoke static crushing and
screening plant. Wear parts and wear protection.
RECYCLING - Material handlers, shredders and
associated processes.
BULK HANDLING - Storage & handling, level
measurement & control.
Editorial copy deadline 5th September 2017
Advert copy deadline 15th September 2017

November 17

QUARRYING - Bitumen, asphalt production plant,
burners and other equipment. Concrete technology.
RECYCLING - Mobile equipment for the recycling
industry.
BULK HANDLING - Turnkey bulk materials handling
systems and associated products.
Editorial copy deadline 5th November 2017
Advert copy deadline 15th November 2017
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DOWNLOAD
THE
FREE
HUB APP
TODAY

Do you have land that has been subject to mineral
extraction, waste disposal or severe disturbance?

The 4R Group excel at providing cost effective
site restoration schemes which can provide an
income to the site owner

To find out more contact Paul Whyatt, 
Land Restoration Manager

T: 0113 232 2400
E: info@4r-group.co.uk 

Transform site liabilities into
environmental

and financial assets

Tel: +44 (0)800 689 9024 Mob: +44 (0) 7766 405688
Fax: +44 (0) 800 471 5099 Web: www.riverside-machinery.com
Email: sales@riverside-machinery.com

OVERBAND
MAGNET

BRAND NEW,
Large Selection
In Stock, from

£3,550
+ VAT

FINLAY 390
SCREENER

Year 2000, 10 x 5
Box, Refurbished

£17,500
+ VAT

PORTAFILL
5000

Year 2016

£75.000
+ VAT POWERSCREEN CHIEFTAIN 2100X BIVITEC

Year 2010, 4900 Hrs

£105,000 + VAT

POWERSTACK 50FT STOCKPILING 
CONVEYOR
Year 2016, NEW,  £7950 + VAT

POWERSCREEN WASHING PLANT
Year 2006, 2 x Rinsers, 4 x Conveyors
£45,000 + VAT

NEUENHAUSER
2F STAR
SCREEN,

Year 2008
Refurbished

£90,000+ VAT

CITYEQUIP
HOOK LIFT
JAW
CRUSHER,
Year 2016
Demo Hrs, 

£125,000 
+ VAT



HUB Classified Advertising

| p115 |

Wheel
Washing
Solutions
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