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Case study: Hepco Motion
Mecalux installs a special mobile cantilever rack 
solution for metallic profiles

Location: United Kingdom

Hepco Motion, a world leader in 
the field of linear motion systems, 
has expanded its storage facility in 
Tiverton (Devon), with the aim of 
expanding their production growth 
and cutting down order fulfillment 
and delivery times. To optimize 
their warehouse capacity they put 
their trust in Mecalux, who installed 
cantilever racks on Movirack mobile 
bases for them. 
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The needs of the customer
Hepco Motion, a British company that 
is part of the Hepco business group, has 
branches and accredited distributors 
throughout the world and more than 
40  years of experience. The company 
offers a wide range of products that are 
constantly being updated to meet the de­
mands of their customers within the au­
tomation and other industrial sectors, 
offering all kinds of innovative linear move­
ment solutions.

Due to their continued growth rate, Hepco 
has recently launched an expansion of 
its production and storage facility head­
quarters in Tiverton, UK.

Given that the old warehouse was used 
to expand production area, storage pro­
cesses were moved to a new premises ad­
jacent to the factory. In other words, the 
main goal put forward by Hepco Motion 
has been to optimise this new space, which 
is 53 m x 13.5 m x 6.5 m in size.

Another project requirement has been the 
reuse of stationary cantilever racks from 

the old warehouse, so that they could be 
integrated into the new facility. 

The company entrusted Mecalux with the 
development and implementation of this 
storage project, so in addition to sorting 
out space requirements, it also took in­
to consideration the specific nature of the 
product: profiles of various lengths.

Given product 
characteristics and  
the need to maximise 
storage capacity, 
the solution proposed  
by the Mecalux 
delegation in the UK 
(located in Birmingham) 
was to install cantilever 
racks on Movirack  
mobile bases
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The solution proposed by Mecalux
In all, nine Moviracks were installed, 
grouped in 3 blocks of 3 racks each. Each 
Movirack cantilever is 11 m long, which 
allows you to make full use of the 13.5 m 
wide warehouse.

The three blocks of mobile rack were inter­
spersed with the stationary cantilever 
racks for heavy loads that came from the 
old warehouse: two single, one on each 
end of the warehouse, and 5 double, with 
access on both sides. 

A cantilever system is the best option for 
the storage of different length profiles, 
because the cantilever arms that support 
load units allow for easy, safe handling. In 
addition, it is possible to adapt them to the  
size, stiffness, tolerance, weight, etc. of  
the goods. 

In respect to the Movirack mobile base sys­
tem, its main feature is the automatic side­
ways movement along rails embedded into 
the floor. This takes up less space by elimi­
nating unnecessary aisles, but without los­

ing direct access to the products stored in 
the warehouse. 

Consequently, each of the 3 blocks of 
3 Moviracks installed only needs a single 
work aisle, instead of the 4 that would be 
needed in a conventional system.

Taking into account that rack length is 11 m  
and aisle width is 2.6 m, this amounts to an  
overall space saving of more than 250 m2, 
which has resulted in significant cost savings 
in the construction of the new building.

The dimensions of  
the warehouse have  
been adjusted to the 

storage system, lining 
up the entry doors with 

the work aisles of the 
Movirack units
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Technical data

No. of Movirack racks 9

No. of rack units 3

No. of possible aisles 4 per rack unit

Aisle width 2.6 m

No. of load levels 7

Height of the load levels variable

Length of the warehouse 53 m

Width of the warehouse 13.5 m

Height of the warehouse 6.5 m

Rack length 11 m

Rack width 2.4 m for each mobile base

Rack height 5.3 m

Advantages for Hepco Motion

- Higher productivity: the installation of mobile bases allows faster processing of inbound and 
outbound goods, optimising product placement and workflow. 

- Cost savings: the high­density nature of the mobile bases has made it possible to reduce the size 
of the new industrial building, requiring less surface area to achieve the desired storage capacity. 
The opportunity of combining mobile and stationary cantilever systems, by reusing old racks, has 
also resulted in cost savings.  

- Optimal warehouse management: the above benefits will improve the management of 
warehouse processes. 


