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FROM THE DIRECTOR’S DESK
Welcome to the Southern Hemisphere Autumn edition of Axis,
and the first for the new year.
We hope you managed to find some time to rest and relax over the festive period and settle into 2019. With
the new year comes the excitement of new ventures and for us that means finding better ways to improve
your manufacturing processes and customer experience.
In this edition, we will look at reasons why automating grit blasting may be the solution for your company.
We also look at the FANUC P-250, a dynamic painting robot with diverse application abilities, and we will
interview one of our own, as we recognize our most important point of differentiation - our people.
Wherever lies ahead for you in 2019, and wherever you are in the world, we look forward to keeping you
updated on the latest advancements in automation while servicing your needs, now and into the future.
Pat Green, Director

ROBOT IN FOCUS
Why the design of the FANUC P-250iB Robot Is Better

The FANUC P-250iB robot is
arguably the most flexible and
advanced 6-axis robot available
in the FANUC robot range
for painting and fiberglass
applications.
The P250iB is adaptable in its mounting
configuration, being able to be wall or ceiling
hungor floor mounted, to meet the needs of
differing applications. At the same time, it
has a high 15 kg applicator payload, allowing
for it to be fitted with a broad range of rotary
atomizers or multi-headed spray guns. The
robot also comes with the option of a nonconductive wrist and arm cover, to facilitate
better electrostatic transfer to the substrate,
and avoidance of issues such as “wrap”
that are common in automated painting
applications.

The design of the robot is such that its
open architecture allows for the integration
of many different standard application
packages, or third-party integrated process
equipment, into the arm. This includes
2-component integral process control (IPC),
1-component closed loop fluid control, and
direct charge waterborne cannister systems.
The robots’ design offers the flexibility of left
hand or right-hand configurations to maintain
symmetry within the booth, and there is
the option for single or dual integrated
process axes. The integrated packages allow
for things such as 2-component mixing to
be controlled accurately using precision
robot motion algorithms, versus third party
devices.
This adaptable robot is an industry leader.
ABOVE RIGHT - P-250iB floor mount
BELOW RIGHT - P-250iB wall mount

Annual Robot Servicing
Has your Robot had its Annual Service? Call ASA to book.
Just like a car needs regular servicing, so does your robots.
Your robots work hard for your business, sometimes operating
24 hours a day for long periods, so annual servicing of your
robots will ensure your FANUC robots remain in optimal
condition. Greasing, battery replacements, checking for
excessive wear and measuring back lash ensure motion
repeatability, as well as continuing to provide you with a great
consistent outcome for your manufacturing processes. Annual
servicing helps maintain a high level of Mean Time Between
Failures (MTBF), as well as potentially forecasting issues that
may be developing.

CHAMBERLAIN GROUP GOSFORD NSW
Chamberlain Group’s manufacturing facility in West Gosford is the
Australian success story behind recognisable garage and commercial
door opener brands Merlin (residential applications) and Grifco
(industrial and commercial applications). The Grifco portfolio of
automatic roller shutter drive systems for commercial and industrial
applications is made in West Gosford, a brand synonymous with high
quality and market leadership.
In 2015, due to increased domestic market share and growth into
international markets, Chamberlain Group sought an automated
solution to meet the demands of their continuing expansion. Okuma
Australia and Automated Solutions Australia were engaged to install
and deliver a new Multus U3000 coupled with a Fanuc R2000iC/125L
robot with dual grippers and Marposs automatic post-process
gauging.
Automated Solutions Australia And Okuma have worked
collaboratively on projects in Australia for over a decade and
through this experienced and trusted relationship designed a cell
to manufacture the range of gears and shafts that are integral
components of the drive mechanism of the Chamberlain Group roller
shutter drive systems.
Okuma Australia completed the mechanical design of the cell and
provided the machine tools. Automated Solutions Australia completed
the control system design, supplying and commissioning the control
system and the robot.
Turn the clock forward three years and Chamberlain Group have
installed another Okuma production cell featuring two Okuma
LB3000EX2 machines. The new unit is faithfully attended by a Fanuc
M710iC/20L robot with dual grippers and another Marposs automatic
post-process gauging system. This cell is designed to manufacture
just the shafts, but at only half the previous cycle time due to the
use of the two machine tools. This new production cell allows the
first production cell to manufacture just the gears, freeing it of the
demand of making the shafts. The net result to Chamberlain Group is
a greatly increased production capacity that will satisfy their growing
demand, for now at least.

“The experience with Okuma’s robotic
systems integrator, Automated Solutions
Australia, has been great.”
Shane McParland, Chamberlain Group’s Australian Manufacturing
Manager, says “We’ve had a great relationship with Okuma spanning
back to the installation of their first Okuma machine in 1998, and it
is still critical to our production today. The highly reliable machine, as
well as the service and support provided by Okuma’s Sydney office
led us to Okuma for our first automated machining cell. The success
of that cell made it a very simple decision to go with Okuma again with
this new cell”.
McParland continues, “the experience with Okuma’s robotic systems
integrator, Automated Solutions Australia, has been great. We’ve
found them to be extremely reliable, friendly and professional.
When we’ve had reason to call for support over the last 3 years, the
response has always been prompt and the information provided has
been spot on. The Fanuc robot has been absolutely faultless. The
programs have been written with lots of comments and explanations
imbedded to make it easy for us to follow. We can easily make
adjustments and new part programs from scratch using the existing
programs as templates. When we were working through the decision
to create a second automated cell, there was no question we wanted
the Okuma, Automated Solutions Australia, Marposs team back on the
job, led by Leigh Milvain from Okuma. I don’t doubt the same team will
provide our future systems”.

MEET THE ASA TEAM

In this Edition of Axis, we feature an in-depth look at Joel
Esposito, one of our Adelaide-based Paint Process Engineers.
Joel won the internal “Top Gun” award
this Summer for his efforts to go over
and above in his workplace performance,
measured across the 2018 calendar year.
His successes include featuring strongly in
his peer reviews as a leader and someone
who customers continually ask for by name.
Joel has been a runner up to this award twice
already, so it was a case of third time lucky
in 2018.
Joel’s career in the automotive industry
began as the GM Holden Plastics Plant in
Elizabeth, where he joined the production
team as a manual spray painter. Joel
was quickly identified as a hard-working
individual, and was promoted into the Paint
Process team as a technician, where he was
responsible for quality metrics and paint
mix settings that would facilitate repeatable
production conditions. His work exposed him
to 1-component and 2-component solvent
borne paints, and the FANUC P-200E series
of robots, along with SAMES applicators such
as the TRP 501/502 and PPH 607 rotary
atomising bells. However, it was his training
in all facets of Paint Engineering that really
set him up to become an exceptional Paint
Process Engineer.
Four years ago, with the imminent closure
of Holden looming, Joel made the career
decision to move across to ASA and become
a Paint Process Engineer. ASA has always
found success in teaching someone with
paint experience how to program, as opposed
to teaching a programmer to paint, and Joel
was further testament to this theory in his
recruitment.

At the time Joel joined ASA, he hadn’t
travelled overseas before, and to throw him
in the deep end, his first day on the job was
to jump on a plane to Chongping in China,
where he began training with a fellow ASA
employee on a project at Shanghai General
Motors. Joel recalls his nervousness about
his first overseas adventure – he had never
experienced different cultures, and it was
very much a case of nervous anticipation.
He arrived at Chongping airport after a transit
through Hong Kong expecting to see a fellow
ASA employee, but instead was greeted by
a complete stranger holding a sign with his
name. Joel recounts this was a very nervous
and awkward moment for a guy who had
never travelled overseas before and didn’t
speak a word of Chinese. To his relief, he
was quickly reunited at the hotel with his
colleagues and he began the steep learning
curve of getting his head around the robots
and paint systems at SGM.
Four years later, and Joel is convinced that
his favourite robot is the FANUC P-700 - “By
far” to use his words. “Its flexibility in terms of
application. The boundaries and rail tracking
make its application programming a lot more
user friendly “.
Joel has worked with a myriad of different
robots, applicators and materials in his
projects since then. He recounts that Phase
3 at GM Silao (Mexico) in 2016 was his
most interesting and challenging project.
The system involved the use of waterborne
paints, 1-component, 2-component solvent
borne materials, as well as different robot
types with the P-700 and P-500, and on

top of that, repair panel options in the robot
programming structure. At the time, it was
the most complex project that he had come
up against. His interest in the project was
sparked by the challenges and learning
curve that the breadth of this application
presented, as well as the fact that the
customer spoke a foreign language. Joel
embraced the challenge and has thoroughly
enjoyed his time in Mexico.
His efforts to meet the customer demands
have not gone unnoticed, as Ruben Rojas,
Engineering Group Manager for Paint at
General Motors quotes: “Joel has been one of
the best process engineers we have ever had
the chance to work with. He has a long list of
good performance with us.
What makes Joel different is that he is very
receptive of our opinion and reacts quickly.
He works with the different team members
across all levels, and demonstrates great
cooperation. He has been very flexible
around our requirements to have him onsite,
always putting the customer first. If I could
summarise him in one word, it would be
amazing, just amazing.”
Best part of the job? “For me, it’s the
challenge of working with different systems,
at different sites, with different people.
It’s never been boring, and could never be
described as monotonous.” Joel also enjoys
the mateship he forms with his fellow site
team, which changes regularly, project to
project.
With feedback like this, its no wonder Joel
won the “Top Gun” award for 2018.

1800 ROBOTS (1800 762 687) for 24 hours a day robot support
Did you know Automated Solutions Australia has a 24 hour a day robot support number
for our customers to call in the event of a breakdown?
The number is 1800 ROBOTS

AUTOMATEDSOLUTIONS.COM.AU

NOT JUST A LOT OF HOT AIR!
Why robotic grit blasting can generate big savings and more....
Robotising applications are
synonymous with improved
productivity and efficiency,
but what does that really
mean if you’re in the surface
preparation and shot peening
industry?
It’s not unusual to hear reports of higher
levels of output, product quality and
flexibility amongst the benefits, but where
are those real savings? What is the cost to
the organisation, and how can those benefits
be quantified?
The first and most obvious benefit in moving
to a robotic surface preparation solution is a
reduction in capital and operating costs, the
latter being in the form of direct or overhead
costs. Take compressed air consumption as
a case in point. Studies suggest that between
10 to 30% of industrial facility energy costs
go toward compressed air.

When compared to an automatic machine
requiring six to eight nozzles, a robot fitted
with a single blast nozzle can achieve an
equivalent or superior finish for a fraction
of the compressed air consumption. At
our warehouse in Adelaide, we’re paying
36.46 cents per KWH for our electricity –
some of the most expensive in the world!
For arguments sake, let’s say an average
compressor uses 7 KWH to generate 1 cubic
metre of air per minute, or 0.198 KWH per
cubic feet per minute (CFM).The complex
automatic machine uses 8 x 45 CFM nozzles
to prepare the part, which is 360 CFM. That’s
$26.02 per hour of operation at the price
we’re currently paying for electricity. In
comparison, a robot fitted with 1 x 75 CFM
nozzle would cost just $5.42 per hour to

run. If the facility was running 2 x 8-hour
shifts, 5 days per week, for 52 weeks a year,
the difference for this one application is
$22,548.32 versus $108,231.94 – close to a
savings of $86,000.00 per annum.
But, that’s not the only direct cost saving –
the media consumption used for the blasting
is also dramatically reduced because of
there is no cross firing of guns. The media
used in shot peening varies from application
to application, but is generally cast steel,
cut-wire, stainless, glass, ceramic or other
materials. For this reason, the cost saving
on the usage of the shot is very application
specific, but what isn’t is the reduction in
waste, which can be as much as 30% based
on previous applications.
Additionally, the ancillary media reclamation
system required for one nozzle versus six or
eight is much smaller in scale, which flows on
to smaller screen classifiers, smaller shape
classifiers, and smaller cyclone and dust
collectors. The reduction in size and scale
of this equipment results in a lower capital
investment and a reduction in the required
footprint for the application.
Further to this is the obvious labour savings
associated with robotising the applicationas
well as the improvement seen in the product
quality and consistency. Blasting steel
serves to clean the substrate and produce
an etched surface profile (anchor pattern)
when the abrasive strikes the metal. The
surface profile improves the ability of a
corrosion prevention coating to adhere to the
surface, and at the same time, it is designed
to generate an even compressive stress
pattern, eliminating microscopic defects in
the surface of the parts.
Permissible stress levels for various
materials are improved through the adoption
of this process, increasing the overall life
cycle of a product. Because of the nature of
a repeatable robotic program, where target
distances are maintained, and speed it used
to minimise cross fire, a robot has the ability
to generate a surface profile that is far more
consistent in application measures such as
Ra and Rz. The optimal shot impact angle can
be maintained and repeated, providing an
even residual stress profile across the part
that may otherwise have not been achievable
with a manual application.
Increased manufacturing uptime is another
tangible benefit from robotic shot blasting.
Operators in a manual application are
required to wear heavy personal protective

equipment that can be stifling, and as a
result, occupational health and safety laws
may dictate that they require significant
rest allowances. Robots can operate around
the clock, and also reduce the requirement
for constant visual inspection of the part
due to their inherent repeatability, greatly
increasing the uptime of the cell.
Advances in offline programming capabilities
for robot systems have also mitigated the
need for excessive downtime between
production runs – parts can be simulated
offline, and new parts can be brought online
without significantly impacting production
schedules. The manufacturing uptime is
also higher when compared to fixed peening

machines, which may need significant
downtime between different types of parts
for nozzle adjustments.The flexibility of
running a robotic application means that
there is a minimal amount of downtime
between product changes, as the industry
drives towards smaller batch sizes.
In conclusion, robotic blasting provides an
opportunity for manufacturers to reduce
their operating expenditure, while improving
their product quality and consistency.
Manufacturers can look forward to a high
cell uptime because of the reduced need
for inspection and the ability to program
new parts using offline programming tools.
Cells can operate night and day, providing
the greatest return on investment for
your factory, whilst reducing the footprint
of the blasting area and the subsequent
capital outlay. In the competitive world of
blasting, robotic solutions are enabling
manufacturing efficiencies that are once
again allowing companies to compete with
low cost overseas markets. What will you do
– innovate, or vanish into thin air?

1800 ROBOTS (1800 762 687)
for 24 hours a day robot support

MAILING ADDRESS
GPO BOX 1090
ADELAIDE SA 5001

ADELAIDE
UNIT 2, 80 HOGARTH ROAD
ELIZABETH SOUTH SA 5112

MELBOURNE
UNIT 2, 13-21 THOMAS STREET
YARRAVILLE VIC 3013

UNITED STATES
2960 BOND STREET
ROCHESTER HILLS, MICHIGAN 48309

AUTOMATEDSOLUTIONS.COM.AU

