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EdiToR’S CoMMEnT
The benefits of attending trade exhibitions

There have been a number of 
trade exhibitions held in 
South Africa recently that  

I have attended. The benefit of 
attending trade shows and  
exhibitions includes meeting  
potential customers, gaining  
information on the most in-demand 
products, current pricing, and other 
market opportunities. In short,  
you can acquire most of the  
information about new products, 
customers, and competitors under 
one roof. More so, you can obtain  

a wide exposure to the market because you can pick up 
numerous resources and opportunities at a single event.

Additionally, attending a trade show will work as a survey 
for you to learn about the latest market trends in your industry. 
You will be able to know the viability of your products and  
services as well. If you are new into the market, you will be able  
to gather information on the techniques on how to penetrate 
the market, identify the needs, market visibility and many others. 

Seeking inspiration or new ideas; developing international 
contacts; improving industry knowledge and discovering the 
latest innovations; meeting experts or improving your footprint 
are all benefits if you attend a trade exhibition. Attending a 
recognised international trade exhibition is even more beneficial.

What was very evident at these local exhibitions was the 
large number of international exhibitors. I have noticed that 
the increase of these international exhibitors has been gradual 
over the last few years but the momentum has grown so much 
that they now out number the local exhibitors. I sight one 
example where with 616 exhibitors, the exhibition had  
grown by 12% since the last event, but there were only  
150 exhibitors from South Africa. The balance of the  
exhibitors were made up of companies from India and the 
East. The disconcerting fact is that 300 of these exhibitors 
were from China – a startling figure.

We all know that in the past 35 years, hundreds of  
millions of Chinese have found productive, if often exhausting, 
work in the country’s growing cities. This extraordinary  
mobilisation of labour is the biggest economic event of the past  
half-century. The world has seen nothing on such a scale before.

The result is that China has attracted foreign direct  
manufacturing investment at a rate unprecedented in history, 
from companies of all sizes and industries, driven by its low 
production costs, a vast supply of labour, and preferential tax 
treatment for foreign investors.

Besides having a phenomenally high growth rate that the 
rest of the world would love to have, China has also stamped 
its influence in countries worldwide with its export drive. Local 
manufacturers have battled to compete with the Chinese 
imports on pricing and you hear of more companies closing 
because of cheap imports. 

The second trend I noticed was the number of  
South African exhibitors that give the impression that their 
products are locally manufactured but on closer inspection 
and questioning, this is not the case. Everything displayed is 
imported, mainly from China. I understand if it is technology 
that is being imported but this is not the case as most  
of these products could be manufactured locally.  
The quandary going forward is how do we stop this  
influence that is eroding our  
manufacturing base? That  
should concentrate minds.

The aim of the SAIF is to promote and develop within 
Southern Africa the science, technology and application of 
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Strategic relationships support innovation

“Innovation is a continual process and  
fostering relationships with the right partners 
who support this process is critical to staying 

ahead of the curve,” says Paul Oliaro, Business 
Manager for Applied Casting Solutions who 
believes that relationships are the cornerstone of 
business.   

“Applied Casting Solutions is a ChemSystems business, 
which in turn is a member of South Africa’s leading specialities 
chemicals group, AECI. Our customers benefit directly from this 
pedigree as well as from our partnership with one of the global 
leaders in casting technology, ASK Chemicals. The combined 
technical resources of these two groups strengthens our  
consulting, supply and support to more than 70 foundries 
across South Africa, in addition to various sub-Saharan  
foundries,” says Oliaro.  

“That translates into considerable insight and aptitude in 
the casting arena that is available for our customers to tap into 
and leverage to their advantage.” 

Working better, together, for improved returns
“Perhaps the most important concern for many of our  

customers is improving their bottom line,” says Oliaro.  
“The past couple of years have taken their toll due to tough 

economic conditions, fluctuating exchange rates and rising 
operating costs for both customer and suppliers. Profitability 
has become as much about sustainability as about competitive 
advantage. We are committed to helping our customers achieve 
both.” By focussing not just on improving cost effectiveness, 
but also operational efficiencies, Applied Casting Solutions 
amplifies cost savings within the production process. 

“Cheaper is not always the answer, so we work towards 
helping our customers work smarter and better by supplying 
the correct binder system for their requirements. Our innovative 

binder formulations 
allow for reductions 
in binder additions, 
which translate into 
more economical 
use of the binder 
system. Applied`s 
innovative binder 
formulations show a 
reduction in gas 
evolution and less 
moisture pick-up 
and a subsequent 
reduction in scrap 
castings being  
produced.”  
says Oliaro. 

“Improvement to 
scrap rates are of paramount importance to all foundries, with 
significant cost implications attached. This is an area to which 
the company pays a great deal of attention, successfully  
formulating binder systems that reduce casting scrap and 
expensive reworks to produce a saleable casting. We have 
assisted some of our customers reduce their scrap rate from as 
high as 35% to below 3%. This ensures maximum return from 
raw materials and conserves precious production time resulting 
in significant savings to the business,” says Oliaro.

World-class engineering, local relevance
Adapting products for Africa can be deceptively complex. 

Many overseas companies underestimate the impact that local 
conditions will have on chemical applications. Changes in  
variables such as climate and raw materials mean that  
formulations can’t always be used ‘as is’.

 As a home-grown operation with strong international ties, 

cover story

Local speciality chemicals provider 
Applied Casting Solutions 

explains how enabling customers’ 
foundry operations is an important  

part of its value proposition.

Giving you 
the cutting edge

Several variations of the primary types  
of resins can be formulated to suit specific customer 

requirements and conditions

Novaset 745 resin 
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the company has notched up more than four decades of  
experience in the local and international markets, and is  
completely aware of the requirements of the South African  
market.

 Applied Casting Solutions uses this knowledge of market 
requirements to innovatively formulate binder systems and 
products and bundle these with high quality technical support 
services to ensure value added solutions for its customers.  
The range has expanded to include:

• Cold-box resins: Isocure and Ecocure
• Alkaline phenolic resins: Novaset
• PU no-bake resins: Pepset
• Furan resins: Chem-rez
• Chaplets, tie bars, ceramic washers and vents
• Metallurgical products such as alloys, inoculants  

 and de-slagulents
• As well as a range of auxiliary products such as  

 release agents, core glues, and metal cleaners

Savvy support
“Quality products can only go so far. Keeping customers 

competitive by ‘giving them the edge’ is an important part of 
what the business does. It has broadened its offering to include 
technical support and consulting – something which is in short 
supply locally, “ says Oliaro.

“We leverage available expertise and skills to work with our 
customers to ensure that the solutions we offer are best fit for 
their business. They get to pass this value on to their own  
customers through consistent quality and service. With access 
to full technical support, including local experts in resin  
systems and metallurgical products, our customers gain a  
definite edge over their competition. This is particularly  
important when it comes to customised formulations, which  
are processed locally from newly-upgraded lab facilities at our 
Chloorkop and Durban facilities.”

“In our business, every customer is unique and keeping 
them at the top of their game means catering to this  
uniqueness. We tailor our formulations based on each  
customer’s requirements accommodating everything from the 
sand and binders used, to the work and strip times needed in 
their core and mould making processes,” says Oliaro. 

Collaborating on creative solutions
Applied Casting Solutions gets involved in the bigger  

picture, collaborating with a number of customers on creative 
solutions to industry challenges. A prime example of this is 
addressing issues around the availability and quality of sand 
used by many foundries in the casting process, which has been 
a concern for the foundry industry for some time.

 “Sand supplies in southern Africa vary far more than those 
abroad. When it comes to casting, the composition and  
consistency of the sand affects the resin used, so standardisation  
is important for predictable results. For this reason, our business 
has introduced a specialised lab for testing of sand both new 
and reclaimed. With this testing we can ensure that the  
customer is getting the correct grade of sand for their  
particular application. This also provides a benchmark for  
comparison for new sand reserves, ensuring that the raw  
materials remain according to spec. Being able to monitor such 
a critical component in the production process eliminates 
excessive binder usage and results in consistent quality.”

Staying ahead of the green curve
Foundries are coming under increasing pressure to lower 

their carbon footprint. This has been an industry that has been 
historically a heavy consumer of energy resources, while the 
reduction of carbon emissions and harmful fumes continue to 
be a talking point.   

“As more and more legislation is introduced to govern the 
impact on the environment, foundries are being forced to  
re-evaluate certain aspects of their operations. Our global  
partners, such as ASK, offer continuous improvements in 
greening the business. With much of our offering based on 
technologies that have already passed stricter legislation in 
Europe and the United States, we are helping our customers 
stay ahead of the curve.” 

For further information contact Applied Casting Solutions  
on TEL: 011 922 1701 or visit www.chemsystems.co.za

Tensile testing of core strength Applied Casting Solutions also supplies a wide range  
of Vemec chaplets

Geloep Snyman and Anton du Toit, both of  
Transnet Rail Engineering Foundry Division with  

Paul Oliaro of Applied Casting Solutions pictured during  
a customer visit to the Transnet foundry



industry news

Policy directive on the exportation of 
ferrous and non-ferrous waste and scrap metal
General Notice – Published in the Government Gazette, 10 May 2013 – No. 36451

Notice 470 of 2013 Economic Development Department

In line with its National Development Plan to help create jobs 
and alleviate poverty and inequality the following notice was 
published in the Government Gazette.

Background
On 25 January 2013, the Minister of Economic 

Development ("the Minister") published for comment a draft 
policy directive to the International Trade Administration 
Commission of South Africa {"ITAC) in terms of the International 
Trade Administration Act (71 of 2002) {"the ITA Act') on the 
exportation of ferrous and non-ferrous waste and scrap metal.

The memorandum set out the reasons for issuing such a 
draft policy directive including issues related to industry and 
job implications, energy and the environment. It also set out 
the objectives of the draft policy directive.

Stakeholders and interested parties were invited to submit 
comments on the draft policy directive before the Minister decided  
whether to issue a policy directive, and if so, in what terms.

Following consideration of the comments received, the 
Minister now issues the following policy directive to ITAC in 
terms of the ITA Act.

Policy Directive
The Minister of Economic Development hereby issues  

a trade policy directive in terms of section 5 of the  
International Trade Administration Act, that ITAC shall exercise 
its powers under that Act in accordance with the following  
policy:

a. Ferrous and non-ferrous waste and scrap metal should 
 not be exported unless it has first been offered to  
 domestic users of scrap, for a period determined by  
 ITAC, and at a price discount or other formula  
 determined by ITAC intended to facilitate local rather  
 than export sale.

b. To ensure the type and quality of scrap metal that is  
 intended for export are accurately reflected on  
 applications for export permits, all permit applications  
 should be accompanied by confirmation by a  
 metallurgical engineer or a suitably qualified person,  
 confirming the type, quality and quantity of scrap at  
 hand for export, and information as to when and where  
 such scrap metal may be inspected by prospective  
 buyers.

This policy will be in place for five years. At the end of  
this period, it will be reviewed to determine whether it should 
be terminated or extended for a limited period, with or without 
amendment.

Should this directive be found to be in conflict with  
any provision of a trade agreement which is binding on  
South Africa, ITAC should apply it in a manner which ensures  
compliance with such agreement.
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“When we opened up our greenfield foundry in 
Chamdor, Krugersdorp, Gauteng servicing the 
stainless steel castings market five years ago we 

never envisaged that we would be in the position that we are in 
today,” said owner Rocky Bernardes.

“Since then we have increased our staff compliment over 
260 percent, moved 70 kilometres to a facility near 
Carletonville and introduced some new and exciting innovations 
into our production processes,” continued Rocky.

“When we started B&K five years ago our research  
indicated that there was more than enough room and call for a 
new foundry to operate in the 
stainless steel castings market 
and time has proved this to be 
true. We are now firmly 
ensconced as a reliable supplier 
of stainless steel castings.”

“However the focus of the 
foundry is not centred entirely 
around stainless steel castings. 
We are also casting a fair 
amount of other metals every 
month. For example we now 
cast nearly two tons of  
aluminium every month. Our  
mix also includes SG, cast iron, 
bronzes, steel and high chrome, 
and between all the metals we 
cast up to 60 tons a month.”

Bernardes (51) has been in 
the foundry business for most of 
his working life, starting off as a 
furnace operator in 1988 with 

Metallurgical Processors. He moved through the various  
production departments before joining Rely Precision Castings 
in 1994. It was not long before he got the urge to move into 
sales, which he did do in 1996, and has remained in the sales 
and marketing field since then except that he now has his own 
manufacturing company.

“It was always my dream to open up my own foundry and 
after the research showed that there was the need I decided to 
go for it.” 

“Starting your own business is exciting but it can also be 
tricky because of the unknown. However if you are focussed 

and just get on with it you can 
be successful. We initially 
employed 11 staff and this has 
now risen to 40. Our monthly 
output was relatively small at 
10 tons but this has grown with 
new clients regularly being 
signed up and the acquisition 
of another foundry two years 
ago,” said Rocky.

“We needed to grow the 
business and to do this we 
would need to increase the size 
of our production facility. We 
were also being hamstrung 
with high rentals in Chamdor so 
we cast our search further 
afield. Fortunately for us 
Magma Foundry was available 
to purchase and once we had 
done our due diligence we did 
not hesitate to purchase the 

New core process breakthrough.

B&K Foundry celebrates five-year milestone

B&K Foundry operates three inverters and five bodies in its  
induction-melting department. These range between 150 and  

500 kilograms and the foundry can accommodate castings up to  
one ton. The capacity at the moment is 200 tons a month.  

Bossing this department is Carel Minnie, who has been in the  
foundry industry for 50 years. Each of the metals the foundry uses 
has its own dedicated body and ladles so there is no contamination

Various castings in different stages of fettling and finishing
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business from Byron Christos who is also a client of ours now.”
“There were a couple of factors that influenced our  

decision. As I mentioned the rental in Chamdor was exorbitant 
and with virtually the same amount of monthly payments we 
could acquire our own 50-hectare property that had 12 500m² 
under roof available. This is in comparison to the 2 500m²  
that we were operating from.”

“Another big factor was the property had its own 6.5 KVA 
internal sub-station and transformer, which gives us more than 
enough power.”

“Magma Foundry had been operating for about 12 years 
before we took it over. The foundry was started by Byron and 
his daughter Nadine, to supply castings for their engineering 
business that manufactures and operates blasting, waterjet, 
drilling, scrubbing and other related equipment for the mining 
industry.”

“The process the foundry was operating under was the 
V-process or vacuum forming process, using a furane sand  
system and an oil-fired furnace for melting. The plant was fully 
mechanised and even had two robots to manipulate the  
1.5 by 1.5 boxes that it was limited to. This did not suit our  
jobbing foundry process so we implemented the necessary 
changes, keeping all the mechanisation where possible.  
We also changed to an alkaline phenolic sand system.”

“The foundry was casting aluminium and cast iron,  
producing components for internal use. We have continued to 
cast these components for the previous owners, as well as 
securing outside orders.”

Core process breakthrough
“However one of the main focuses of the foundry is to  

manufacture components for the pump and valve industry.  
This was the focus of B&K from the beginning but the foundry 
industry is a tough business. Surviving, let alone achieving, 
long-term growth is challenging. Therefore we are not limited 
solely to these industries. Consequently we have actively added 
mining, petrochemical, power generation and general  
engineering castings to the mix.” 

“We knew that if we wanted to be successful with our  
clients involved in manufacturing pumps and valves we would 
have to offer them some advantage, as well as achieving a  
benefit for our business.”

“Metalcasting is a slow-growth sector overall. While castings 
are important to society, their importance relative to everything 
else has been diminishing. The practice of transforming molten 
metal into a cast metal part has been around since the  
pre-industrial age. Finding and participating in new processes 
for metalcasting is limited because the fundamental basics will 
always stay the same and a revolutionary change in this  
process is not on the horizon. There have been improvements 
in the machinery and consumables used for metalcasting and 
more recently analysis of metals and process simulation have 
evolved. Getting cleaner metal into the moulds or using exotic 
or new materials for castings have also been developed.”

“As a result we started research and development on 
improving the quality of the cores we use, three years ago. We 
were looking for any advantage that we could gain in this area 
because there will always be a demand for pumps and valves, 
which are made up of a number of different components. 
Depending on the end use of the pump or valve different 
requirements are specified for the castings.”

“The demand by these manufacturers for impellers, for 
example, to be formed into intricate and precise shapes is 
increasing. Therefore coremaking is under tremendous pressure.” 

“We experimented with all types of ceramics, synthetics and 
even chamotte but none would give us the strength needed on 
say 3mm thick intricate veins when we cast. Finally we found a 
sand that was being used in another industry process that 
looked promising. Many trials later we believe we now have a 
significant advantage in this area, so much so that one of our 
major clients has had their patterns sent to us from Europe and 
are now in turn exporting product back to Europe.”

“To put it simply the sand, which we import from the US, 
is elastic and has a memory or goes back to shape. More 
importantly it does not give off gases, gives the core incredible 
strength and breaks down easily.”

“This has been a significant breakthrough for us but it is 
not the only area where we have advanced in our production 
processes.”

B&K Foundry maintain the patterns for clients A mould that has been prepared

There is a family influence in the staff compliment.  
Standing are Joaquim and Linda Bernardes, Eddie Holton  

(Linda’s father) and seated, Rocky Bernardes
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Enterprise resource planning (ERP) software 
“ERP is by no means a new addition to the industrial tool-

box. Among manufacturers generally, it has been the standard 
software tool for efficient production for decades. ERP systems 
automatically pull together a company’s manufacturing,  
logistics, distribution, shipping, processing, procurement, and 
sales information into a single software package and coordinate 
all that data for quality production intelligence. It is hard to 
imagine bringing any product to market today without it.”

“The manufacturing environment is simply too complex and 
involves too many components for uncoordinated efforts to 
stand a chance. ERP is the central system connecting all of the 
components necessary to get a product produced as efficiently 
and as cost-effectively as possible.”

“Among metalcasters, though, the penetration of this  
software tool and the centralised, connected mindset it 
demands, has been relatively slow.”

“At its heart, ERP is simply a piece of software to collect and 
sort information — it contains a custom assembly of auto-fed 
modules that monitor everything from intake to sales, to provide 
reports that help companies do business more intelligently. 
Individually tailor made reports are easy to construct.”

“But, in my experience, you have that sort of family-owned 
mentality in foundries that have that ‘this is the way I’ve  
always done things’ mindset, and they’re not necessarily  
anxious to hear from someone that they’re doing it wrong.  
I know we were one of those until we installed our  
Foundrysoft.net ERP software.”

“In today’s market, however, there is no room for such foot 
dragging. There are so many metalcasters out there that quite 
literally run a business on the back of an envelope and a few 

A partial view of the foundry with 10 ton an hour pivot  
continuous mixer supplied by Endeco in the foreground

B&K Foundry supply castings to the ferrochrome mines
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spreadsheets. The need to get good information to improve the 
bottom line is crucial. Driving value in the foundry is fundamental 
today and foundries need to be in control of their costs,  
especially with the rising electricity and scrap metal prices.”

“The need for modern systems to meet that need is available 
and fortunately we grasped it when we met with representa-
tives from Foundrysoft.net towards the end of last year.”

“They took seven weeks to install the software and load the 
data and now we are able to provide real-time intelligence on 
production metrics to show the location of every piece in  
production, what every member of the staff is doing, the quality 
of every piece, and what is happening on the plant floor to 
meet each order.”

“We have employed someone dedicated to inputting the 
data. By inputting material costs, bills of materials, bills of 
design and breaking the process down through each segment 
of operation and calculating its cost by area, ERP takes care of 
what it is costing us to produce castings.”

“The awareness of what we are actually doing on the floor 
and where we stand financially opens the door to improvement. 
You thought you were making 10% on one part, for example, 
but when you finally see the data, it turns out you’re not.  
Then, we start working on what we have to do to make it  
actually happen.”

“ERP tells us the efficiencies of our people and the 
machines we are running. We can review that on a daily basis 
to see if there is something that an employee needs to do to 
pick up production, so not only do we check the percent of their 
performance, but if their performance is not at the standard, 
we can go help them.”

“You can’t just continue to raise prices. Before you raise 

prices, you’ve got to do everything you can internally to contain 
costs. Because ERP systems show scrap levels and delivery 
dates, and summarise performance, it really undresses you 
and tells you what kind of performance your company has. 
Doing so unlocks the complexity of costs and allows foundries 
to price goods intelligently.”

“I can’t tell you how much to charge for a product if I don’t 
know what it costs me to make it. This level of insight tightens 
up the entire process, tying any deviance from the standard to 
the bottom line. In other words it gives us complete traceability 
and awareness of our company. More importantly once we start 
implementing ISO we will have all the paperwork and systems 
needed already in place.”

“The Foundrysoft.net software has been developed in India 
and covers the needs for small, medium and large foundries for 
all sections such as marketing, manufacturing, engineering, 
material, QA, finance, accounts and HR. They have installed 
280 systems in India but we are the first in Africa.”

The foundry
B&K Foundry operates three inverters and five bodies in its 

induction-melting department. These range between 150 and 
500 kilograms and the foundry can accommodate castings up 
to one ton. The capacity at the moment is 200 tons a month. 
Bossing this department is Carel Minnie, who has been in the 
foundry industry for 50 years. Each of the metals the foundry 
uses has its own dedicated body and ladles so there is no  
contamination.

The coremaking department, where the significant develop-
ments have taken place, is headed up by John Zandberg, who 
also has 50 years experience in the foundry industry.

There are also all the other normal operations including a 
continuous sand mixer, three spectrometers (the company also 
employs a dedicated metallurgist), fettling, patternmaking and 
a sand reclamation plant. There are two top-hat heat treatment 
furnaces and although the company does not have its own 
machining division it has access to these facilities from the 
company that they purchased the foundry from, which is  
situated adjacent to B&K Foundry.

Although most of the production is focussed on supplying 
local clients who in turn export, the company has exported 
castings to countries in Africa and Europe.

There is a family influence in the staff compliment. Rocky’s 
wife Linda takes care of the accounts and son Joaquim works 
on the production floor. Linda’s father Eddie Holton is the  
maintenance manager.

For further details contact B&K Foundry on  
TEL: 018 789 8001

The company does not have its own machining division.  
It has access to these facilities from the company that  

they purchased the foundry from

Castings supplied by B&K Foundry  
waiting to be machined

The coremaking department, where the significant  
developments have taken place, is headed up by John Zandberg,  

who also has 50 years experience in the foundry industry
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Ametex, the local distributors of Magmasoft, hosted its 3rd 
South African user group meeting in May at the Riviera on 
Vaal Hotel, Vereeniging. One of the main purposes of the 

Magmasoft user group meeting is for Magma to provide its 
users with ways to be more successful using Magmasoft, a  
leading simulation software in the foundry market. Magma has 
learned that their users benefit greatly by gaining knowledge 
from each other as well as relying on the Magma engineers for 
technical support.

The meeting also showcased the latest software  
developments, as well as tips and tricks in using the software 
efficiently and Magmasoft’s future capabilities. 

The 2013 meeting focussed mainly on showing customers 
ways to improve their efficiency by using Magma5.2 by  
automating the software as far as possible. Other tips focussed 
on how users can identify regions in castings that show the 
highest propensity of cracking, in a few easy steps. 

Andrew McFarlane of Ametex began the meeting with an 
overview of what the company has been doing over the past 
year and highlighted its involvement in the industry through  
various research projects to aid Magmasoft users in South 
Africa. One such initiative is the High Chrome White Iron dataset 
project and the upcoming EffSAFound project. In this project, 
the entire casting process can be predicted accurately in terms 
of residual stresses throughout the entire manufacturing  
process, including heat treatment and machining. Magma5 can 
predict such processes but for high chrome irons, this is a 

ground-breaking exercise for the South African Foundries. 
A highlight of the meeting was a presentation of the 

Magmac+m module that allows for the prediction of core shooting 
and curing processes in sand cores. The capabilities cover cold 
box, hot box and inorganic binder sand systems where the 
emphasis of Magmac+m is on complete process simulation. 

To close the meeting, details of the anticipated version 5.3 
and future developments at Magma were presented to the user 
group.

Magma looks to its customers to help them continue to 
improve and grow as an organisation. Magma sees itself as an 
asset to their customers' entire organisation and wants to help 
them to not only utilise Magmasoft to its fullest potential, but to 
go beyond the engineering department and implement 
Magmasoft in their entire organisation, i.e. in sales and  
marketing, production, and quality departments. The more 
areas in the customer's organisation where Magmasoft is  
utilised, the more productive and profitable their operations 
become, according to McFarlane.

For more information contact Ametex on  
TEL: 011 914 2540, Cell 083 306 1867 or visit www.ametex.
co.za or www.magmasoft.com

South African Magmasoft 
user group meeting 



2013 marks the 15th biennial KZN Industrial Technology 
Exhibition, and it is shaping up to be the biggest year in 
the event’s history so far. It will be held at the Durban 

Exhibition Centre from Tuesday, 23 to Friday, 26 July, and will 
attract high profile stakeholders and exhibitors from all over the 
country.

The last KITE event in 2011 boasted 6 000 visitors and 
130 exhibitions, and organisers are anticipating an even higher 
turnout this time around.

The purpose of the exhibition is to showcase an extensive 
range of industrial wares and services, as well as providing 
a stage for new and exciting innovations. It is the ideal 
forum for advertising products and inspiring new custom, 
enabling companies to stay in touch with each other and their 
consumers, and acts as a lucrative catalyst for new business. 
The high profile status of previous KITE event attendees is 
indicative of the reputation the exhibition has garnered within 
technology industry circles.

Past visitor demographics include senior decision makers 
and buyers, in the form of directors, owners, managers, 
specifiers, contractors, developers, engineers, regional 
government personnel, municipalities and planners. As such, 
the exhibition is one of the most valuable opportunities for 
networking of the business year. The positive impact that 
involvement with the exhibition has had on prior stall-holders is 

proved by the fact that most come back year after year. After the 
2009 event, leaders from several industrial technology sectors 
commended KITE for the role that it played in the continued 
successes of their respective businesses.

Alwyn Swanepoel, managing director of Boiler & Industrial 
Plant, who has exhibited at KITE since the first exhibition in 
1984 said, "This is the single largest exhibition in South Africa 
of this nature, and is an ideal platform from which to showcase 
past achievements and unveil your latest technology to people 
who actually want to be informed. There is no better place for 
you to not only promote your business, but also to keep track on 
developments within the industry."

Primary product categories at this year’s event are as follows:
•  Mechanical and materials handling technologies
•  Electrical and electronic technologies
•  Chemicals and plastics technologies, injection and  

 blow moulding and machine tools 
•  Commercial and business solution technologies
•  Safety, health and environmental technologies
Companies wanting to exhibit at the 2013 event must book 

quickly to ensure their place. Due to the exhibition’s popularity, 
75% of stalls are already sold out and the remaining few are 
going fast. To enquire about the limited number of exhibitor 
opportunities still available, contact exhibition director,  
Loftie Eaton on 083 368 6081 or at loftiee@specialised.com.

2013 marks the 15th biennial 
KZN Industrial Technology Exhibition
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The new Turkish owners of the Cape Town Iron and Steel 
Works (Cisco), in Kuilsrivier, in the Western Cape, will 
invest R250 million to expand and upgrade the facility 

and improve its energy efficiency ahead of its official restart, 
which is scheduled for either July or August.

The plant produces steel from scrap using electric arc  
furnaces, but was closed in 2010 and put on care and  
maintenance by its previous owner, Murray & Roberts, owing 
partly to surging electricity prices.

But in August last year, Cisco was sold to DHT Africa, a 
diversified investment group with steel, agriculture, marine, 
construction and trade interests in Turkey and Azerbaijan. All 
the group’s steelmaking outside of South Africa is also based 
on the processing of scrap and it currently produces around  
50 000 tons of steel yearly.

Cisco MD Kafkas Faziloglu, who has relocated to South 
Africa together with his family, told Engineering News Online 

that the sale price remains confidential. However, together  
with the upgrade, it was probably the second-largest foreign 
direct investment by a Turkish firm into South Africa after 
Arçelik’s $327 million purchase of appliance manufacturer 
Defy Appliances in 2011.

The upgrade involves about six separate projects, which 
are being overseen by DHT Africa’s technology partner, which 
is CVS Technologies, also of Turkey.

The investment will raise the plant’s nameplate capacity 

from around 300 000 t/y to 400 000 t/y and will position  
it to produce reinforcing bar, or rebar, and, at a later stage, 
wire rod.

The product will be sold primarily into the South African 
market, but DHT Africa also plans to ship some product to 
other countries within the Southern Africa region.

To produce the new anticipated yearly rate, Cisco would 
need to source about 500 000 t/y of scrap metal, which is why 
Faziloglu is supportive of the Department of Trade and 
Industry’s (DTI’s) proposal to limit scrap exports and shore  
up supply for domestic consumers.

In a draft directive published in the Government Gazette in 
late January, the DTI outlines its proposed restrictions on the 
export of ferrous and nonferrous scrap metal through a  
mechanism stipulating that domestic consumers are given  
first right of refusal, as well as preferential prices.

Faziloglu argues that the local steel industry should be  
protected and nurtured, adding that restriction on scrap metal 
exports would be one way to support South African mini mills, 
as well as foundries and other processors.

But he is also satisfied with the support being shown by 
government more generally, with its upgrade benefiting from 
South Africa’s 12i tax incentive and both Transnet and Eskom 
showing a willingness to respond to Cisco’s power and logistics 
needs.

That said, rising power prices are a concern and about half 
of the planned capital expenditure will be directed towards the 
integration of energy efficient process solutions. Faziloglu is 
optimistic that the investment will help it shave about 12% off 
the plant’s previous electricity consumption.

Prior to start-up the company will begin a recruitment  
and training drive for about 360 people, having committed to 
re-employing a number of Cisco’s previous employees.

Faziloglu reports that more than 3 000 applications have 
been dropped through the factory gate since news broke that 
the plant would be restarted.

He acknowledges that the investment is being made during 
a difficult time in the steel cycle, but he remains optimistic  
that the brownfield investment will improve the efficiency of 
the facility and make it more resilient in the face of rising  
electricity costs and cyclical downturns.

Once the plant is restarted, the ramp-up to full capacity  
will take a few months, but by early 2014 the plant is  
expected to be producing at planned levels.

Cisco’s new Turkish owners to invest 
R250 million to bolster capacity and efficiency 

ahead of restart
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Cisco was sold to DHT Africa, a diversified investment group with steel,  
agriculture, marine, construction and trade interests in Turkey and Azerbaijan





Key appointments at 
Mineral-Loy

Specialist supplier Mineral-Loy has made three key 
appointments in its quest to maintain its leading position 
in the development of the foundry consumable market.

Sean Mackenzie, General Manager of Mineral-Loy has been 
promoted to the position of Managing Director of CIM 
Chemicals (Pty) Ltd, a company that supplies chemicals and 
related products to a number of industries, including the 
foundry industry.  Mineral-Loy acquired CIM Chemicals in 
2011.

Paul Nieuwoudt has taken up the position of Commercial 
Manager at Mineral-Loy, which was vacated by Sean. Paul 
holds a BSc Chemical Engineering honours degree from the 
University of Cape Town.

On the technical side Mineral-Loy have recently employed 
Samuel Moeti who holds a Bachelor of Technology Degree 
(B-Tech) in Operations Management from the University of 
Johannesburg (Auckland Park Campus) and also completed a 
National Diploma (N.Dip) in Engineering Metallurgy (Physical) 

from University of Johannesburg. Previously Samuel has 
worked as Metallurgical Laboratory Manager at both Malleable 
Castings and Guestro Automotive Castings.  Samuel reports to 
Hans Joubert, the senior metallurgist who has worked in the 
foundry industry for over 20 years and has been with  
Mineral-Loy for five years,

Mineral-Loy was established over 38 years ago to meet the 
needs of the users of metals, minerals and alloys in the South 
African market. When it was established the focus was on the 
welding electrode industry, but the company soon widened its 
scope of activities to the iron foundries and the ceramic and 
refractory industries. More recently, the company has expanded 
its product range to cover some of the raw material require-
ments of the aluminium foundry and steel making industries.

Products made and sold in South Africa today include all 
grades of ferro-chrome manufactured by Samancor  
Chrome including Chromite Sand, medium and high carbon  
ferro-manganese and silico manganese, ferro silicon, nickel  
briquettes and powder from Impala Platinum and Sorelmetal 
high purity pig iron, and rutile and zircon sand produced by 
Richards Bay Minerals.  

Imported products include inoculants and treatment  
alloys from FerroPem Europe, a range of copper, nickel and 
aluminium master alloys from KBM Affilips Europe, and ceramic 
filters and slag coagulant are imported from the Far East.

Mineral-Loy has successfully retained its Level 6 BBBEE 
accreditation and strategies are in place to increase that  
quotient as per the officially recognized DTI scorecard. It also 
received its ISO 9001:2008 certification over a decade ago 
and continues to renew this important accreditation every year.

CIM serves the toiletry, cosmetics, pharmaceutical,  
detergent, foods, paint, paper, water treatment, glass  
manufacture, foundry, adhesive, lubricant, cutting oil,  
household laundry products, bitumen emulsion, health food,  
emulsion floor polishes, users of ethoxylated fatty alcohols, 
fatty amines and fatty acids and mineral flotation industries.

For further details please contact Rob Duff at  
Mineral-Loy on TEL: 011 802 4050 or Sean Mackenzie  
at CIM on TEL 011 708 1494



With state-owned electricity provider Eskom scrambling 
to resolve the problems besetting its Medupi Power 
Station and running a multi-million rand campaign 

urging South Africans to save energy, the question being asked 
is whether energy surplus may not be a reality in 2030.

This is the view of Dr Jörg Lalk, Coordinator: Institutional 
Research Theme on Energy, at the University of Pretoria (UP).

According to Dr Lalk, the biggest problem facing the energy 
sector is that the government's Integrated Resource Plan 
(known as the IRP2010) is not without shortcomings. 

For example, in developing the plan government made the 
assumption that GDP growth would be between 4 and 5% until 
2030, says Dr Lalk. 

‘We have not gotten close to that figure in any year since 
2010 and according to the International Monetary Fund, the 
current predictions for South Africa’s GDP in 2013 is about 
2,5%, although Minister Pravin Gordhan predicted about  
2,7% during his February 2013 budget speech.’

As a result, government’s large-scale capacity expansion 
programme to double capacity to about 85 GW could be  
ill-considered and could lead to surplus energy in the future.

According to StatsSA, about 234 174 GWh was generated 
during 2012. This is in contrast to the 241 170 GWh generated 
nationally during 2007, just before the dark days of load 
shedding in early 2008. However, while there is still a  
need for new energy solutions, the current plans far outstrip  
the expected needs as a result of lower GDP growth than 

originally predicted.
‘This surely begs the question whether we really need the 

85 GW capacity planned for by the IRP2010 or are we again 
heading for the situation of the 1980s when Eskom was 
so awash with capacity that it had to mothball older power 
stations. Again, without trustworthy data government is bound 
to make costly mistakes.

‘When I make these statements one also has to be careful 
in that the new capacity listed by the IRP2010 includes  
17 800 MW renewables, mostly solar and wind. When it  
comes to these technologies one will do well to remember that 
the figures shown in the IRP2010 are "nameplate" figures, 
i.e. the capacity available under near-ideal conditions, such  
as when the wind blows all the time. That clearly is unrealistic 
and at best one can hope for about 20 to 25% availability  
from wind power and as low as 17% from solar power  
(quoting experiences from overseas wind and solar utilities),’ 
says Dr Lalk. 

The only way that this can change overnight would be 
a breakthrough in energy storage technologies which UP is 
researching as part of the larger Institutional Research  
Theme on Energy.

However, until that happens, the irony remains that while 
there is an urgent need for more electricity today we may be 
moving towards excess capacity by 2030. Addressing the 
current shortages can only be achieved by saving energy –  
both by the government and Average Joe. 
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It has been nearly nine years since the SI Group South Africa 
purchased Zeta Resins and HA Falchem. This transaction 
led to a very successful joint venture partnership in South 

Africa between two global companies, SI Group Inc (USA) and 
Huettenes Albertus Chemische Werke. Through this process, 
Huettenes Albertus Falchem SA (Pty) Ltd, manufacturers and 
distributors of foundry and timber chemical intermediates, 
became a wholly owned subsidiary of SI Group SA (Pty) Ltd. 
Subsequently HA Falchem SA (Pty) Ltd was incorporated into  
SI Group South Africa (Pty) Ltd, in October 2010.

The long-term relationship that had been built up between 
the South African organisation and Huettenes Albertus GmbH 
in Germany continued unabated and has gone from strength 
to strength. The only change made was a shared branding and 
logo for the SI Group and HA Group foundry products division. 

Through this partnership SI Group South Africa is able to 
utilise the global capabilities of both entities, which enables the 
company to leverage the existing strengths of each brand, and 
have access to HA technology. 

“With SI Group’s 
well-engineered plants 
and skilled people 
combined with HA’s 
market intelligence, 
customer expectations 
are exceedingly well 
met,” said Colleen Boyce, 
who has been with the 
company for 18 years 
and was appointed the 
Sales Manager of the 
Foundry Division in 2012.

“HA holds the latest 
information on the 
global foundry market 
and understands the 
market demands. This 
is emphasised with the 
recent launch of a new 
foundry resin that uses 
a renewable chemical 
formula based on an 
organic polymer. The 
developers said results 
met or exceeded customer requirements for performance and 
reduced smoke and odour at pouring. They added that the new 
resin formulation displaces certain petrochemicals normally 
found in resins,” continued Boyce.

SI Group HA supplies chemical products for coremaking and 
mouldmaking, including resin systems for bonding sand, resin-
coated sand for the shell process, and refractory coatings. 

“In addition, through our collaboration with HA, we continue 
to manufacture these products for the foundry industry, under 
licence, at our ISO 9001 accredited plant in Alrode, Gauteng. 
The plant has recently been upgraded and further automated, 
to make it one of the most modern plants in South Africa. This 
enables us to supply the highest quality and most cost effective 
products.”

“These products include Garharz 6747 for coldbox 
applications, Koldkure for furane applications, Sinotherm on 
the acidset phenolic side and Sinoset for alkaline phenolic. The 
mould coats we manufacture are both spirt and water based, 
and for the automotive mould coatings we manufacture Arcopal. 

For those foundries still using the CO2 process we supply 
Carbophen. On the auxiliary product side we supply products 
such as core glue, nylon core venting, sodium silicate,  
seal-a-strip, and pattern releases to name few.”

“We also employ a full technical back up team to assist our 
customers to optimise the use of our products for lower addition 
rates and good quality castings. The technical team adds 
value on the foundry floor by assisting with sand management, 
calibration technical meetings and installations. We have a 
full sand laboratory, which has recently had a new tensometer 
installed. The tensometer performs compression, transverse 
and tensile strength testing and these results can be trended.”

The foundry team
The foundry division of the SI Group includes General 

Manager Gordon McNeilage, Colleen Boyce as Sales Manager, 
three technical sales members - Steve Pike, Faan Roos and 
Nino Ciani. The technical service department includes Guy 
Dockray, Noble Clarke and Stefan Smit and on the internal side 

Francine Clarke.
“We believe that 

we build partnerships 
with our customers 
that ultimately 
leads to providing 
our customers with 
greater price stability 
while improving their 
performance and value. 
The company supports 
sustainability and we’re 
committed to the use 
of renewable materials 
that can minimise the 
environmental impacts 
of our products.” 

“Another positive 
development in the 
company is that the SI 
Group South Africa has 
recently been awarded 
with its first official 
BBBEE certificate,” 
concluded Boyce.

About Huettenes Albertus GmbH
HA International is a privately held multinational chemical 

group. Founded in 1906 in Düsseldorf, Germany, HA is known 
for its technological innovation and quality product leadership 
with a strong customer focus.  HA is a global producer of 
foundry binder systems and resin coated sands and is a 
"solution package" provider to the global foundry market.

About SI Group
SI Group is a family-owned company founded in 1906 and 

headquartered in Schenectady, New York.  A leading global 
developer and manufacturer of phenolic resins, alkylphenolic 
resins, alkylated phenols and other chemical intermediates,  
SI Group operates 20 facilities in 12 countries around the world 
including the U.S., Australia, Brazil, China, England, France, 
India, Japan, Korea, Singapore, Switzerland and South Africa, 
with over 2,000 employees.  

For further details contact the SI Group on TEL: 011 389 8200
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SI Group delivers to the foundry industry

The SI Group HA team. Seated are Francine Clarke, Colleen Boyce,  
Stefan Smit, Faan Roos and Steve Pike. Standing are Guy Dockray,  

Gordon McNeilage and Nino Ciani
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Denel subsidiary crafts a new future

“Fingers don't grow on trees,” 
reads a sign at Denel's Pretoria 
Metals Pressings' (PMP) brass 

foundry in the west of Pretoria, a few 
metres from the plaque celebrating PW 
Botha's opening of the facility in 1977 
when he was still minister of defence.

The business, owned by the struggling 
state-owned defence company Denel, has 
changed significantly since the 1970s 
and 1980s, golden decades for  
state-owned defence manufacturers in 
South Africa. Back then, the apartheid 
government was spending almost  
limitlessly to finance the border wars in 
Namibia and Angola.

At the time PMP, which manufactured 
mainly small and medium-calibre  
ammunition for military and police  
purposes, employed about 6000 people. 
This included ammunition used in  
weapons ranging from handguns to  
helicopters, fighter aircraft, military  
vehicles and navy vessels.

Now, it is a very different business  
— and a different time for the defence 
industry.

The vast facilities, spread over  
480 hectares, remind one of times past, but PMP is a leading 
global manufacturer of ammunition, known for its quality and 
precision, and is successfully growing its commercial product 
range and customer base.

The South African National Defence Force (SANDF) and  
the police remain priority customers, but since the end of the 
border wars PMP has been forced to diversify its business and 
find markets abroad as budgets have been cut and defence 
orders are unpredictable. PMP ships mainly to the Middle East 
and Europe, BAE Systems being one of its clients.

“If it wasn't for exports, this company would have been 
dead. When the border wars ended, the defence force sat with 
depots and depots of ammunition. For years, they didn't buy 
much and used existing stockpiles,” said Carel Wolhuter,  
who is retiring as CEO after 17 years.

“There isn't a steady stream of orders in the defence  
environment. The SANDF is a priority customer but we need 
success in other areas to make the company sustainable.”

PMP has developed new products, including an elite range 
of hunting ammunition that has grown in popularity thanks to 
its accuracy over longer distances.

It is targeting sales of R590 million 
for the year to March 2014, with about 
46% expected to come from exports, 
mainly to the Middle East, up from  
7% of total sales in 1991. South Africa  
is expected to account for 54%.

PMP earned R8 million before  
interest and tax in the year to  
March 2012, the latest available  
financial information, a significant  
turnaround from losses as big as  
R88 million.

Today PMP, which employs  
1100 full-time employees and up to  
250 temporary workers when needed, 
earns about 35% of revenue from  
commercial customers. It also makes 
drill bits for the mining industry,  
explosives, detonators and brass foil 
strip used for cladding.

In April, PMP started producing 
power cartridges for the ejector seats of 
Gripen fighter aircraft, under licence 
from British producer Martin-Baker, the 
world's largest manufacturer of such 
seats.

Celebrating a million injury-free  
man-hours in April, it is one of the  

safest ammunition manufacturers in the world. With  
competition from cheaper Chinese ammunition in many  
product categories, quality is crucial to remain competitive and 
significant investments are planned to ensure PMP remains a 
global leader.

Many challenges remain for the company, which celebrates 
its 75th birthday in September. In the first quarter, members of 
the National Union of Metalworkers embarked on a nearly 
month-long strike over wages, hampering production and  
costing PMP an estimated R20 million.

Other issues include rising electricity costs, securing a  
stable supply of key raw materials like copper and zinc,  
a volatile currency and South Africa's location in comparison 
with its key export markets.

“We're three to four weeks' shipping from our main  
markets. Our customers are one or two days away from their 
markets. If you want to be competitive, you need a competitive 
rand,” Mr Wolhuter said.

This article was first published in the 
Sunday Times: Business Times

Coils of brass foil strip  
used for cladding 

A holding furnace at PMP

Metal being channeled through the mould  
at the Denel's Pretoria Metals Pressings' (PMP)  

brass foundry in the west of Pretoria

Two strips of 6.7 metres in length and weighing 
2.6 tons each are cast before being topped and 
tailed and then sawed into three metre sections
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ArcelorMittal SA has announced that its basic oxygen  
furnaces have been re-commissioned after a fire at its 
Vanderbijlpark works in early February knocked out flat 

steel production.
However, force majeure is still in place until ArcelorMittal SA 

makes up for a backlog in customer orders.
Flat steel is used in the automotive industry, heavy machinery,  

pipes and tubes, and in construction, packaging and the  
making of appliances.

Since the blaze, the 
South African unit of the 
world’s largest steel maker 
has largely been silent on 
the effects it had on  
production. However, it said 
the fire had caused "severe 
damage" to three basic  
oxygen furnaces. These  
had been repaired and  
re-commissioned and were 
fully operational.

The company said an 
assessment of the cause of 
the fire had been completed,  
revealing the steel-making 
facility had been affected by 
a malfunctioning sensor and 
computer software.

"The steel-making facility 
is now back in operation, 
which means the plant is 
now operating normally," 
ArcelorMittal SA spokesman 
Themba Hlengani said. 
"Apart from existing stocks 
at the time of the fire,  
all production from 
Vanderbijlpark has  
been offline."

ArcelorMittal SA said it 
would disclose the overall 
cost implications of the  
accident once all assess-
ments had been finalised.

Mr Hlengani said that 
since the fire on February 9, 
it had worked "very closely" 
with all affected customers. 
"The discussions with  
affected customers was 
aimed at expediting orders 
where the situation had 
reached critical levels," he 
said.

"Certain of our  
customers received  
products as we diverted an 
additional 40,000 tons to 
our domestic market from 
the Saldanha facility and 
after importing (about 
50,000 tons of steel) slabs 
from Brazil and Mexico."

Market analysts,  

declining to be named, said ArcelorMittal SA had chosen its 
words "carefully" with regard to the fire.

The blaze added strain to a company already facing  
challenges. These included previous lengthy furnace outages  
at its Newcastle long steel works in KwaZulu-Natal; arbitration 
over cheap ore supplies from Kumba Iron Ore, and also  
significant government pressure over a "developmental"  
steel price.

ArcelorMittal SA furnaces operational after fire
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KEW Foundries has assisted Sulzer Pumps (South Africa) 
(Pty) Ltd, a local manufacturer and supplier of pumps,  
to deliver pump components to a mine in Zambia. A  

specialist in traditional cast iron and SG Iron castings, among 
various others, KEW Foundries successfully delivered 110 stage 
casings and 100 overflow pieces within record time of receiving 
the order, while adhering to Sulzer Pumps’ stringent quality 
standards and specifications. The castings, some of which were 
made from patterns developed jointly by 
KEW Foundries and Sulzer Pumps, form 
part of the pumps’ pressure-containing and 
inner components. 

“We awarded KEW Foundries the  
contract based on their consistency in 
terms of quality, which couldn’t be  
jeopardised on a tight project like this, along 
with their capacity to deliver on time. Apart 
from KEW Foundries’ capacity to deliver 
within specification, two-way communication 
and an understanding of our needs helped 
ensure project success,” says Harry Hillis, 
Procurement Manager, Sulzer Pumps.

With a relationship spanning several 
years, Sulzer Pumps has become one of KEW Foundries’  
biggest customers. “Since working with KEW Foundries, we’ve 
experienced a lower reject rate and we have benefitted from 
highly competitive prices and excellent service,” says Hillis.

Based on the material characteristics, Sulzer Pumps used 
SG iron as the material of choice for these castings. Properties 
include better tensile strengths and wear resistance to harsh 

operating environments. All castings are in accordance with the 
international standard DIN 1693 GGG 40 0.7040, which is 
equivalent to South Africa’s standard SANS 936 grade SG42 
but with an increased elongation, which meets the strict quality 
standards prescribed by the mine.

Sulzer Pumps places monthly orders with KEW Foundries for 
a wide range of components used in multistage pumps and 
medium-size horizontal split casings, as well as castings for 

spare parts for pumps. Supported 
with 122 years’ experience in the 
foundry industry, KEW Foundries  
easily accommodates Sulzer Pumps’ 
unique requirements. 

“KEW Foundries also has the 
ability to do necessary corrective 
actions by carrying out a timeous 
root cause analysis of casting  
defects with the assistance of  
Sulzer Pump’s QA/QC department,” 
says Hillis.

KEW Foundries has become 
Sulzer Pumps’ primary supplier of 
castings. “Based on the quality of 

their castings, the speed at which they can deliver, the  
reduced prices and superior service, KEW Foundries gives  
us the necessary priority when projects arise,” concludes  
Hillis.

For further details contact John Bryson, Foundry  
Director, KEW Foundries on TEL: 053 841 0474 or email  
john@kewfoundries.co.za or visit www.kewfoundries.co.za  

KEW Foundries delivers to Sulzer Pumps in record time

KEW Foundries has cast pump components 
consisting of 110 stage casings and 100 overflow 

pieces, for long-term client Sulzer

JSE-listed construction materials supplier Afrimat has offered 
remaining shareholders of South African resources group 
Infrasors 35c a share to acquire their shareholding in the 

company, the same price at which it bought the initial 50.7% 
interest from Hanchurch Asset Management and retiring 
Infrasors management for R33 million.

As a result of Afrimat’s holding of Infrasors surpassing 35% 
of the issued ordinary share capital, it was required, in terms of 
Section 123 of the Companies Act, to extend a mandatory offer 
to the remaining Infrasors ordinary shareholders.

The initial share purchase was settled in cash, as would be 
the shares purchased throughout the mandatory offer. 

Afrimat stated that its recent acquisition of a majority  
stake in resources group Infrasors had strengthened its  
foothold in the industrial minerals sector and further expanded 
its geographical reach across South Africa.

The company indicated that all conditions precedent in  
relation to the initial transaction had been met, awarding it  
control of Infrasors on March 1.

Afrimat highlighted that the Infrasors acquisition would  
complement its Glen Douglas dolomite mine, while the  
transaction would also add silica to the company’s product 
offering.  Strategically, the acquisition would enable Afrimat to 
expand its footprint in South Africa's northern provinces without 
having to create additional capacity. 

Afrimat CEO Andries van Heerden and financial director 
Hendrik Verreynne have joined the board of Infrasors as  
nonexecutive directors.

Renewable-energy opportunities
Owing to its wide geographic footprint, Afrimat said it was 

ideally positioned to supply construction materials to the fast-
growing renewable-energy sector in South Africa, which offered 
ample opportunity, as tenders demanded at least 540 000 m3 
of concrete for the first phase of contracts in South Africa’s 
Renewable Energy Independent Power Producer Procurement 
Programme.

Afrimat stated that renewable-energy projects were likely  
to become a major driver of construction activity in the future, 
as South Africa was anticipated to continue to search for  
alternative energy sources.

“The bulk of renewable-energy activity in South Africa is likely 
to be centred on wind farms, with a number of solar power projects  
also due to commence in the short term,” the company added.

Risks
Although Afrimat had largely been spared the acrimonious 

labour relations experienced in much of the mining industry, Van 
Heerden stated that strike action remained a risk to the company.

Last year, strike action in KwaZulu-Natal affected Afrimat 
and Van Heerden said the company’s management was  
prioritising minimising this risk. He added that the company 
managed its labour relations by adhering strictly to legislation, 
as well as bargaining arrangements, noting that various stake-
holder engagement processes were under way in this regard.

"We are committed to keeping the lines of communication 
open at all times," he assured shareholders.

Afrimat makes offer to remaining Infrasors investors
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2013 will be an anniversary year for Lauds Foundry 
Equipment. Established in 2003 by Kevin van Niekerk, 
Lauds has grown from a small business to a recognised 

local and international manufacturer and supplier of original 
equipment into the foundry, mining and industrial sectors.

"Reaching this milestone is an acknowledgement of good 
performance and an incentive for the future, but not a reason 
to relax," said van Niekerk.

“Initially Lauds Foundry Equipment was in the business of 
servicing equipment and attending to breakdowns, as well as 
initialising preventative maintenance systems in foundries. It 
was decided that the company would become involved in 
manufacturing foundry equipment in 2004. We received an 
order from a foundry to design and manufac-
ture a three station rotatory core blower, 
which we pioneered. The machine produces a 
mould every 35 seconds. This was a huge  
success, and over the years, the same foundry 
has acquired additional machines from Lauds to  
complement its growing range,” explained van Niekerk.

“Our core blowers are all locally manufactured to our own 
design and we have 20 variations, from a 1 litre lab testing 
machine up to a 150 litre machine, but we can adapt a custom 
design to suite any requirement.”

“Just over three years ago we moved to our current  
factory in Wadeville, Gauteng. This ‘bigger and better’ facility 
afforded us the opportunity and space to invest in modern 
manufacturing equipment, which ultimately led to a larger 
capacity. This facility is divided up into three sections – a 
machine shop area, a fabrication and assembly section and an 
electronics division. We now have the space to take on larger 
projects, especially when there is fabrication work required.”

“At the same time, to ensure a reduced turnaround time, 
with an increased quality product, we moved over from a  
manual system to a fully automated CNC operation. As a result 
we have been able to reduce our manufacturing time  

dramatically. 
These times 
were reduced 
even more 
when we 
invested in a 
new CNC  
plasma cutter. 
Every item, 
from a  
structural point 
of view, is  
processed on 
our CNC  
plasma cutter, 
giving us final 
machine 
dimension 
accuracy from 
machine 
assembly to 
welding.” 

“In addition 
to this, we 

designed and built our own roller in 
order to equip ourselves better 

from a rolling perspective - 
whether it be bulk silos 

for material  
storage,  
furnace  
formers or 
ducting on our 
filtration  
systems.” 

“This set us 
on the road to 

exploring more options to develop, design 
and manufacture a wider range of foundry 
equipment. We have invested hugely in the 
development and upgrade of our no-bake 

equipment systems achieving world class 
standards from an operational, aesthetic and  

practicality point of view with simplicity of design and easy 
maintenance as a priority.”

“This range includes vibratory shake-out systems with up to 
a 15 ton loading capacity with a throughput of up to 100 ton 
per hour, low level reclamation plants from 1 to 40 ton per 
hour, and continuous mixers being pivotal, belt articulate and 
screw articulate ranging from 1 to 60 ton per hour. These have 
variable height options and are available as mobile units.”

“It also includes our multi-loop moulding lines, complete 
with rollover draw units, feeding into a preparation, casting, 
cooling and closed-loop feed line and back to reclamation. 
These plants can be fully automated or mechanised depending 
on client requirements and range in size.”

“All our control systems are of a world class standard  
supported only by the best. We offer touch screen operation 
with full Plantscape technology as a standard. Our software has 
been developed in such a way that each client is provided all 
possible applications, as a standard, at no extra charge.”

“We proudly represent pourTech AB who are leaders in high 
speed pouring technology, Simpson Technologies who are  
pioneers of green sand and lab testing equipment, as well as 
Siapro, our most recent addition, for all shotblast applications. 
These relationships enable Lauds Foundry Equipment to offer a 
total package when looking at your foundry requirements.”

“Earlier this year we took the decision to market and  
distribute our own proudly South African products internationally 
and have appointed strategic agents around the globe who are 
working fiercely representing our products and services.”

“All our equipment is quality guaranteed and we pride  
ourselves on being SABS ISO 9001:2008 certified, which is 
where we have the edge over our competitors.”

“We believe in 100% backup service and reliability which is 
why we commit to being available at any given time, 24 hours a 
day, 365 days a year. We believe that a quality product has to 
be backed up by a quality service. We know that each minute a 
plant stands is costly. When purchasing equipment from Lauds, 
peace of mind is guaranteed, in knowing that your backup  
service and support is only a phone call away.”

For further details contact Lauds Foundry Equipment  
on TEL: 011 824 1238 or Email sales@laudsfe.com or  
visit www.laudsfe.com

Lauds Foundry Equipment marks 
10th Anniversary 
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Anthony (Tony to all of us) first became known to me 
when he joined the SAIF in 1985, and became a regular 
member attending meetings in and around Cape Town. 

Despite his generally quiet personality he was well known and 
respected by those who were prepared to take the time to listen 
to his well balanced and reasoned discussions.

Tony, Ann and their young daughters Claire and Katherine 
had arrived about a year earlier from the UK to join John 
James and the team at the Gearings Foundry, as the Assistant 
Production Manager responsible for the sand moulding plants 
and the fettling department. 

Tony was well qualified for this position as he had spent 
some fifteen years in various positions in foundries in the UK. 
Tony had continued to further his studies in foundry practice 
and management, following an apprenticeship at Black-
Clawson International, a ferrous foundry in Newport, South 
Wales, which he started when he was just sixteen. He later 
qualified with a Higher National Diploma in Foundry Technology, 
having studied at the Pontypool, Llandaff and Chesterfield 
Technical Colleges. During his apprenticeship Tony was always 
in the top few of his class and had shown a real desire to 
improve his knowledge of all aspects of foundry practice.

It was during his attendance of a technical course offered 
by the Meehanite Foundry School, that Tony, the budding 
foundryman, first met the lovely Ann. A long distance courtship 
was followed by their wedding in 1967 and they were blessed 
with a long and love filled marriage.

Of Irish ancestry, Tony had been born in Scotland, raised, 

schooled and apprenticed in South Wales, (a different part of 
Wales as we all know), and worked mainly in Derbyshire in the 
English midlands before coming to South Africa, where he and 
the family have lived for nearly 30 years. 

Finding it difficult to settle at first, the O’Brien family 
persevered and became fully assimilated in the South African 
way of life. They moved from Thornton (Cape Town), where 
they first settled, to Table View and finally to the little village of 
Darling surrounded by the beautiful rolling hills covered with 
scattered farms and vineyards.

During the nineties, the WCIF initiated a programme of 
providing knowledge training to employees working in the 
industry in the region. Under the leadership of the late Keith 
Mascall, a course was developed, with Tony playing a significant 
role in compiling the sand moulding module and presenting this 
course to numerous students over the intervening period. In 
recent years Tony expanded his scope to present other modules 
in the programme and kept the initiative alive. Recently he had 
worked closely with Roslyn Williams on developing this course 
amongst numerous other projects.

During the late nineteen nineties, Tony’s career led him into 
the training field and he began to take a deeper interest in the 
much-needed skills development and training requirements 
of the Murray and Roberts Group of foundries and the broader 
metal casting industry. I recall a meeting in Johannesburg with 
several other stakeholders, where relying so much on Tony’s 
patient and tolerant approach allowing everyone to have a say, 
that the meeting was able to achieve some positive outcomes.

These early 
discussions revealed 
just how much foundry 
industry training was 
needed, how little was 
being done and how 
large the skills gap was 
becoming. Tony, at that 
time, played a pivotal role 
in laying the foundation 
of the training curricula 
that we have today.

In 2003, Tony joined 
Atlantis Foundries as a 
Technical Trainer, where 
a structured approach to the training needs was developed. 
The WCIF continued to play a role in meeting some of the 
training needs of the local foundries, and was fully supported 
by Atlantis Foundries. Tony’s leadership, commitment, 
professional approach and continued guidance have helped 
enormously to sustain these programmes.

In 2008, Tony joined other foundrymen, training 
authorities, academics, and training service providers in 
developing relevant training programmes leading to accredited 
qualifications for the industry. This required a great deal of 
dedication, understanding and perseverance to assimilate 
all the needs of a diverse and fragmented industry. For this 
task, no one was better qualified than Tony. Having been a 

practitioner, manager, and trainer, he had both the knowledge 
and experience to contribute in so many ways and, presented 
in his unassuming manner, his views were appreciated and 
highly respected by all of us. Tony was a permanent member of 
this group and by attending nearly all the discussions, made it 
so much easier to have continuous progress. He would always 
arrive prepared and knew where he would contribute. 

The initial outcomes developed were the learnership 
qualifications, which included all the courseware to be provided 
for the training. A painstaking task, but one which Tony and 
the group were committed to not only complete, but to make it 
totally worthwhile.

Tony had been tasked to guide the initial, pilot group in 
the Western Cape through the programme. He dedicated his 
time to the students that he has so carefully mentored and, I 
know, wanted so much to see through to the completion of the 
course. In many respects the learnership programme belonged 
to Tony, who along with a few others had made it happen, and 
he will long be remembered and respected for this contribution.

More recently, as the impetus swung towards the training of 
apprentices, Tony was instrumental in the development of the 
curricula for the new trade of melter, moulder and engineering 
patternmaker, which have recently been registered. Once again 
his knowledge of both the practice and training of learners 
made him an indispensable member of the team.

The SAIF had recognised his contribution by awarding him 
the AH GUY Award and he received the Past President’s award 
for his sterling work for the Western Cape Institute  

Saluting Anthony O’Brien

The SAIF had recognised his contribution by awarding him the  
AH GUY Award and he received the Past President’s award for his sterling work  

for the Western Cape Institute of Foundrymen
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of Foundrymen. 
But what sort of a person was Tony? I knew him as a loving 

husband to Ann, a devoted father to Clare and Katherine and a 
doting grandfather to Danielle. From the time of her arrival I saw 
the changes that took place in Tony as he began to understand 
the meaning of unconditional love in a relationship so loving 
and tender. Whenever we had contact Tony would expand on 
the latest development of his granddaughter, and I could sense 
his pride in her and his love for her.

Tony had developed a penchant and real enjoyment for local 
red wines, even creating storage capacity at one time in Clare’s 
bedroom shelves. Often 
competing to see which 
amongst his friends could 
match his collection for 
vintage and selection.

Tony loved books. On 
occasions, when staying 
with me in Johannesburg, 
I would find him sitting 
before dawn reading 
his own or one of my 
books. He was building a 
collection of books to read 
when he had more time.

He had a wide range 
of interests, which 
included an interest in our 
natural surroundings, the 
beautiful annual flower 
displays, the variety of 
birdlife in the region, and 
even supporting the local 
rugby teams against all 
others. 

Most of all Tony had a 
sense of humour. He was 
a genial guy and who can 
ever forget his familiar 
laugh, which seemed to 
originate from deep within 
him and erupt with such 
effusion.

Ann and your family, 
I convey to you the 
condolences and sincere 
sympathy of the many that 
knew and worked with 
Tony from all parts of the 
country. He had earned 
their gratitude and respect 
for all that he achieved.

We will remember 
Tony for all the good 
work that he did with the 
many institutions with 
whom he had worked. For 
his forthright opinions, 
knowledge and wisdom 
that he has left with us 
and which are embedded 
in the training courses 
that he helped to develop. 
We are proud to have 
worked with him and to 
have known him.

His legacy, however, 
will surely also reside in 

the students that have had the privilege of having been tutored 
and mentored by him. His readiness to help and offer advice, 
without prejudice, endeared him to all of the students in his 
care.

Ann and the family, Tony as a friend, a colleague, an advisor 
and a teacher will be sorely missed by all of us, but you may be 
comforted by the certain knowledge that both in his family and 
working life he remains a role model for each one of us.

Tony, we salute your memory.
Rest in peace Tony (66) and thanks to John Davies for 

providing the information.
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The Rapid Product Development Association of South Africa 
(RAPDASA) will hold its 14th Annual International 
Conference from 30 October to 1 November 2013 at 

SANParks Golden Gate Hotel, Free State Province. This year’s 
conference will be hosted by the Centre for Rapid Prototyping 
and Manufacturing (CRPM), which is part of Central University 
of Technology, Free State (CUT) and is endorsed by Global 
Alliance of Rapid Prototyping Associations (GARPA). 

Additive Manufacturing (AM), better known as “3D Printing”, 
has matured from a prototyping technology (in the 1990’s) into 
the fully-fledged manufacturing technology, which it is today. 
AM products are used as final products in aerospace, automo-
tive, medical and the consumer product industries. This fairly 
new technology has proved itself in improving the quality of life 
and it is the best aid for product designers to take a virtual 
design and turn it into an actual product in just a few days. 

The 14th Annual Conference theme is “AM- Improving  
Your World Layer-by-Layer”. The conference will offer  
opportunities for participants from industry, R&D institutions, 

academia and  
government to listen to 
presentations and meet 
with world experts in  
this field and for the 
South African additive 
manufacturing  
community to  
showcase the  
cutting-edge work carried 
out in this country.

Who should attend? 
RAPDASA invites 

product designers,  
toolmakers, production 
staff, technical directors 
and managers from  
industry involved in 
design, development  
and manufacturing of 

products and components, as well as participants from the 
international product development communities, academia, 
national R&D and educational institutions, to participate in the 
conference.

Conference package
The conference will be hosted at the SANParks Golden  

Gate Hotel in the Eastern Free State, South Africa.   
An all-inclusive package of R5 750.00 (ZAR) per delegate 
(inclusive of accommodation) is offered, which includes:

• Full conference participation 
• Lunch, dinner, bed & breakfast 
• Refreshments (tea/coffee breaks) 
• Welcome Function 
• Gala Event 
•	 Two night's luxury accommodation at SANParks  

 Golden Gate Hotel (30 & 31 October 2013)

Online registration will open on the RAPDASA website  
at www.rapdasa.org in May. Early bird registrations up to  
7 June 2013 will receive R500.00 discount, i.e. the total  
registration fee for such will be R5 250.00 per delegate. 

For further information please contact Jenny van  
Rensburg at jvrens@cut.ac.za

RAPDASA 
14th Annual International Conference
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To celebrate its 850th birthday, Notre Dame Cathedral  
has been presented with new bells, resembling those 
melted down and made into cannons during the French 

Revolution in the 1790s.
The new bells rang out for the first time on the Saturday 

evening as a crowd of thousands crushed into the square in 
front of the cathedral to watch and listen.

The bells were marvelous: sweet and deep and mellow
Notre Dame de Paris cathedral has survived the reigns  

of 80 kings, two emperors and five republics. Each year,  
14 million tourists visit the cathedral, which holds five Masses 
a day during the week, and seven on Sunday. The structure 
took nearly 90 years to build.

The eight bells of the North Tower were cast by the  
Cornille-Havard Bell Foundry in Villedieu-les-Poêles  

(département de la Manche, France) and the great bell,  
Marie, cast by the Royal Eijsbouts Bell Foundry in Asten 
(Netherlands).

Making a bell requires an extremely precise procedure in 
order to attain the desired musical characteristics. The  
decorations are inscribed in relief on a mould into which 
molten metal is later poured. The mould is later removed,  
leaving behind the shape of the bell.

Last September, the largest of the nine new bells was cast. 
The six-ton bell, named Marie, was cast in a blend of copper 
and tin using a centuries-old formula.

The foundry worked with the Technical University of 
Eindhoven to create computer software that would allow the 
foundry to design a bell as well as hear it. The shape of the bell 
determines how it sounds. The idea was to make music from 
the cathedral sound as it did before the French Revolution. 
Experts found manuscripts indicating what note the original 
bell would have produced.

Marie is a long-awaited replacement for a much older bell 
of the same name that was removed during the French 
Revolution, when insurgents took over the cathedral and 
removed all of its bells except the largest one, which is called 
Emmanuel. It is thought the looted bells were melted down to 
make cannon balls.

The South tower is home to Notre-Dame’s Emmanuel Bell. 
It is sounded for major holidays like Christmas, Easter, 
Whitsunday, or All Saint’s Day, or for important events, for 
example, the death of Pope John Paul II and the election of  
his successor Benedict XVI. Emmanuel was also tolled to  

A sound not heard since  
the late 18th century pealed tunefully, 

and movingly, over central Paris 
towards the end of March.

Ding Dong!
Notre Dame’s 

new bells ring out

international news







34   castings sa   vol 14 no 1   June 2013

mark the end of the First and Second Wars, the liberation of 
the city in 1944, and major state occasions, as well as ringing 
on the hour. It was also rung on September 11, 2001 after the 
attacks on the Twin Towers in New York.

The Emmanuel Bell was cast over three hundred years ago 
and was named by its godfather Louis XIV. It weighs 13 tons, 
and its tongue, the inner part of the bell that strikes its walls to 
make sounds, weighs 500 kilograms. The North Tower is home 
to four bells rung daily to indicate the cathedral’s services  
and the time. They each weigh between 2,000 and 3,000  
kilograms. These bells give rhythm to believers’ daily lives,  
calling them to prayer and indicating a solemn call to services. 
They were once used to inform people of the time. Today,  
everyone has a watch, but the bells still continue to ring the 
hour, showing that the cathedral is a Living place.

Amongst the oldest musical instruments, bells have been 
associated with Christianity since its earliest days, “proclaiming 
God on the horizon”, as Charles Péguy, the French nineteenth 
century poet, once wrote. Church bells have not merely marked 
the passage of time since the Middle Ages: their primary  
purpose is and remains liturgical. Through their peals and 
chimes, they bid us to come together and call us to prayer. 
Their sounds tell of the joys and sorrows of the Christian  
community and, in a special way at Notre-Dame, they tell of  
the major moments that have marked the history of France.

The ringing of bells before services is attested from the end 
of the 12th Century, long before the Cathedral’s construction 
had come to a close. These bells increased in number over the 
centuries, as the Cathedral’s life evolved and its influence 
developed. Each of the bells was recast once or even several 
times each century, within the immediate vicinity of the 
Cathedral. By 1769 the Cathedral boasted eight bells in the 
North Tower, two great bells (bourdons), named Marie and 
Emmanuel in the South Tower, seven bells in the Spire and 
three clock bells in the North Transept. These 20 bells rang out 
over the city, constituting a Parisian soundscape, which lasted 
until the end of the 18th Century.

The ravages of the French 
Revolution did not spare the 
Cathedral’s bells. They were  
uninstalled, broken and melted 
down between 1791 and 1792. 
Only the great bell, Emmanuel, 
the centrepiece of the collection, 
was to be spared and reinstalled 
in the South Tower in 1802, on 
the orders of Napoleon I.

In 1856, four bells were 
installed in the North Tower. In 
1867, three bells were installed 
in the Spire and three bells in the 
roof of the transept. All six of 
these bells were linked to the 

monumental clock installed in the Cathedral’s wooden roof 
structure, above the vaults.

The new bells
If to this day Emmanuel, 

the great bell, remains one 
of the finest examples of  
its kind in Europe (as  
campanologists, musicians 
and musicologists generally 
agree), the same could not 
be said of the four bells 
housed in the North Tower 

since 1856. The bells were flawed by the poor quality of the 
metal used in their production (metal both musically mediocre 
and given to wear), as well as by their number, size and acoustic 
properties – out of tune with each other and with the great bell.

In the 21st Century, both musical concerns and the  
liturgical role of the bells (to ring services and the hours with a 
melody appropriate to the liturgical season) have determined 
the selection of the new set of bells. Drawing on an historical 
parallel – for the history of the Cathedral’s bells is well  
documented – the project looked to re-establish the  
arrangement of the bells prior to their destruction. 

This modern-day intervention thus stays in tune with the 
history of the Cathedral’s construction, as do the other  
projects of the 850th Jubilee Year, and will moreover bring to 
contemporary ears in the Cathedral’s vicinity the soundscape 
of late 18th Century Paris.

The names given to the bells recall saints and other important 
figures in the life of the diocese of Paris and of the Church. 

In the South Tower: 
Marie (Mary), in honour of the Virgin Mary and in memory 

of the first great bell of the Cathedral, which was cast in 1378. 
The Emmanuel Bell was cast over three hundred years ago 

and was named by its godfather Louis XIV. It weighs 13 tons.

In the North Tower (from the biggest to the smallest bell): 
Gabriel, in honour of Saint Gabriel, who announced the 

birth of Jesus to the Virgin Mary. In the 15th Century, the largest 
of the North Tower’s bells already bore the name Gabriel. 

Anne-Geneviève, in honour of Saint Anne, the mother of the 
Virgin Mary and in honour of Saint Geneviève, the patron saint 
of Paris. 

Denis, in honour of Saint Denis, the first bishop of Paris, c. 
250 AD. He is the patron saint of the diocese. 

Marcel, in honour of Saint Marcel, the ninth bishop of Paris, 
at the end of the 4th Century. 

Étienne (Stephen), in honour of Saint Steven, the very first 
Christian martyr. The church constructed (from 690 AD 

onwards) on the same site as 
the current Cathedral bore the 
name Étienne. 

Benoît-Joseph (Benedict-
Joseph), in honour of Pope 
Benedict XVI. Joseph Ratzinger 
was made pope in 2005. 

Maurice, in memory of 
Maurice de Sully, the 72nd  
bishop of Paris, from  
1160-1196, who launched the 
construction of the current 
cathedral in 1163. 

Jean-Marie, in memory of 
Cardinal Jean-Marie Lustiger,  
the 139th archbishop of Paris, 
from 1981 to 2005.
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The Scientific Committee of the 71st World Foundry 
Congress has officially announced the “Call for Papers” for 
the most important international technical event of the 

Metal-Mechanic industry, which under the theme “Advanced 
Sustainable Foundry” will take place in the city of Bilbao, Spain, 
between 19th-21st of May 2014.

Initially, an abstract of 500 words will be required, in which 
the professional should summarise the work carried out, give 
the main conclusions and findings and should indicate the  
significance of the work to the industry. 

The papers must be  
written in English and are 
sought on the following  
working areas: 
• Environment and 
 sustainability
• Cast iron (spheroidal, 
 lamellar and vermicular   
 graphite cast iron,  
 austempered ductile   
 iron and alloyed irons)
• Cast steel
• Non ferrous and light  
 alloys (aluminium,  
 magnesium, titanium,   
 other non-ferrous alloy   
 developments and metal  
 matrix composites)
• Foundry technologies, 
 equipment,  
 manufacturing, tools,   
 robotics and automation
• Energy
• Advanced engineering: 
 design, calculation and  
 simulation tools
• Heat, cryogenic and  
 surface treatments
• Moulding, core making 
 and rapid prototyping  
 technologies
• Pattern and tool making
• Management, education 
 and training

Authors are requested to 
register their submission 
through their national World 
Foundry Organisation repre-
sentatives. A full directory of 
international members is 
available on the webpage 
www.thewfo.com. For  
countries that do not belong 
to the World Foundry 
Organisation, abstracts 
should be submitted  
directly to the following  
email address: 
papers@71stwfc.com

The works will be  
analysed based on the  
relevance and technological 
contribution to the sector, 
among other parameters. 
The authors will be informed 

by email of the acceptance or refusal of the document  
before 24th June 2013.

Young researchers
The 71st World Foundry Congress will also promote the  

participation of young researchers, technicians and PhD  
students, offering them the opportunity to assume an active  
role and to present their research works in this specialised  
international technical event. A special “Best Young Researcher 
Award” will recognise the best paper among participants.

The 71st World Foundry Congress official “Call for Papers” is launched



Die casting experts will meet at the EuroGuss trade fair 
from 14–16 January 2014 to celebrate next year’s  
tenth edition. What began as a trade exhibition with  

93 exhibitors in Sindelfingen in 1996 has developed into a  
successful trade fair for die casting technology with just under 
400 exhibitors and more than 8,500 trade visitors at the last 
event. 

 EuroGuss is one of the 
only exhibitions that presents 
the whole die casting value 
chain. The products on display 
cover the complete spectrum 
of die casting technology, processes and products. The visitors 
at EuroGuss are international and highly qualified. Every fourth 
visitor to EuroGuss travels from abroad. Two-thirds are involved 
in procurement decisions in their companies. The visitors come 
mainly from the automotive (system supplier) industry and 

automotive engineering (45 per cent), die casting foundries  
(13 per cent), machinery and plant construction (11 per cent), 
mould making (6 per cent) and the electronics industry  
(4 per cent).

Die Casting Congress 2013 in Sindelfingen, back to 
Nürnberg in 2014

EuroGuss takes a  
scheduled break in 2013 and 
the International German  
Die Casting Congress 
returned to Sindelfingen in 

March. In 2014 and the following even years, the International 
Die Casting Congress will take place again in Nürnberg parallel 
to the EuroGuss trade fair.

All exhibitors and their current product information can  
be found at www.ask-EuroGuss.de

January 14th - 16th, 2014 • Nürnberg • Germany

EuroGuss 2014 exhibition 
celebrates tenth anniversary

Audi has just revealed a TT concept car that is just  
0.1 seconds slower from 0-100km/h than the  
265kW TT RS Plus, despite having a much smaller 

engine.
While the RS employs a 2.5-litre five-cylinder motor, the  

TT Ultra Quattro concept makes use of Audi's 2-litre TFSI  
four-pot.

Sure, it's been beefed up to the tune of 228kW and 
400Nm, but that's not the real reason it can launch from 
standstill to 100km/h in 4.2 seconds and reach a top speed 
of 277km/h.

You see, tipping the scales at just 1111kg, the concept  
is actually 300kg lighter than its closest equivalent  

production model.
Audi achieved this through a whole raft of measures.
For starters, the bodyshell makes extensive use of Carbon 

Fibre-Reinforced Polymer (CFRP), Fibreglass-Reinforced 
Polymer (FRP) and magnesium.

Bulk was removed from the engine thanks to modifications 
to the crankcase, the crankshaft, the balancer shafts, the  
flywheel, the sump, the bolts and certain ancillary units.

The use of CFRP in the rear end, the centre tunnel, the 
B-pillars and the roof contributes to this significant saving, as 
do magnesium components in the floor and in the hinge  
reinforcements.

The front brakes with their ceramic discs and aluminium 
fixed calipers also make a  
contribution, and there are savings to 
be found in the titanium exhaust  
system and the CFRP wheels with 
their high-strength aluminium  
spokes.

It doesn't end there - fibreglass-
reinforced polymer also replaces more 
conventional steel for the coil springs 
in the suspension, helping to further 
reduce unsprung masses.

The super-slim TT was on show at 
the Wörthersee motor show in 
Germany and, who knows, many of  
its innovative lightweight solutions 
could eventually filter through to the 
rest of the Audi range.

In fact, Audi hints that this will  
at least be the case with some  
niche models.

Super-light Audi TT sheds 300kg
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Automated match-plate moulding machine and mould 
handling equipment manufacturer Hunter celebrates  
its 50th anniversary this year. President and  

CEO Bill Hunter announced at the CastExpo’13 that the  
company would change its name to Hunter Foundry Machinery 
Corp.

Hunter also introduced its new HLM Series automated 
matchplate molding machines, which are based on  
Bill Hunter’s newly patented linear motion technology.

Founded in 1964 as Hunter Automated Machinery 
Corporation, the company’s reputation as a global foundry 
equipment leader has built steadily, beginning with its  
creation of the first truly automated matchplate molding 
machine developed by the company founder, the late  
William Allan “Al” Hunter.  Since that time it has expanded 
into linear and rotary mold handling lines, sand handling, 
preparation and testing equipment, and more.

 “Ever since my father founded our company nearly  
50 years ago, our reputation has been built on the successful 
development of new products and technologies for the  
global foundry industry. It has been our privilege to serve this 
industry with the latest innovations, as was my father’s vision, 
ever since,” said Hunter.

 “As an inventor, his primary focus was pioneering the 
automation of matchplate moulding and mould handling  
processes to facilitate our industry’s most backbreaking 
tasks,” Hunter observed, adding, “As an entrepreneur, he 
named our company Hunter Automated Machinery 
Corporation to reflect a potential for creating forward-thinking 
solutions for other industries, as well.”

The company’s introduction of the first gravity-filled  
automated matchplate moulding machine established its  
history of innovation, and launched the foundry industry into  
a new industrial revolution. Its original HMP-10 machine 
streamlined the laborious metal casting process by offering 
foundries unimagined new production capabilities, producing 
as many moulds in one hour as most had been able to  
produce in an entire day. As industry demands grew Hunter 
responded with advanced solutions such as automated mould 
handling equipment and core setters, automated turntable 
and linear mould handling equipment and additional mould 
size machines.

 Hunter's inventions have earned the company nearly  
150 patents and today more than 1,800 moulding machines 
and mould handling systems are installed around the  
world. 

Hunter celebrates 50th anniversary 
with corporate name change
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Products should be made to become "designer minerals" 
at the end of their lifetimes so they can more simply be 
broken up and stripped of metals ranging from copper to 

gold, according to the twin studies.
"Global metal needs will be three to nine times larger 

than all the metals currently used in the world" if demand in 
emerging economies rises to the levels of rich nations, said 
Achim Steiner, head of the UN Environment Programme.

The total amount of steel in use in the United States, for 
instance, was an estimated 11 to 12 metric tons per person in 
2010, compared with 1.5 tons in China.

"Product designers need to ensure that materials such as 
rare earth metals in products ranging from solar panels and 
wind turbine magnets to mobile phones can still be recovered 
easily when they reach the end of their life," he said in a 
statement.

Recycling rates are low in most nations and electronic 
waste alone is estimated at between 20 to 50 million tons a 
year, or between three and seven kilos per person. Most ends 
up dumped or melted, contaminating air, water and soil.

A third report by a non-governmental organisation quoted 
estimates that about 130 million mobile phones are thrown 
away annually in the United States. Collectively, they weigh 
about 14,000 tons and include almost 2,100 tons of copper, 
46 tons of silver and 3.9 tons of gold.

A mobile phone alone can contain more than 40 elements 
including copper, tin, cobalt, indium, antimony, silver, gold, 
palladium, tungsten and yttrium. Most are in tiny amounts but 
recycling would take pressure off mining.

Technologies
The two reports by the United Nations' International 

Resource Panel urged governments to agree on best available 
recycling technologies. So far, recycling laws are limited mostly 
to developed nations.

Manufacturers should also start with ease of recycling in 
mind, the reports said, for instance avoiding mixes of metals 
that are hard to separate. Platinum group metals, for instance, 
can effectively dissolve when mixed into steel.

"Some combinations are harder and uneconomic to 
separate," Markus Reuter, lead author of the report on  
metals recycling, told Reuters. He likened some mixes to  
trying to separate a cup of coffee into water, milk, sugar  
and coffee.

Rising demand for metals will also have to be curbed with 
lighter-weight designs. In the European Union, for instance, the 
average weight of cars rose to 1.2 tons in 2001 from 0.85 tons 
in 1981.

Recycling could also cut energy demand and greenhouse 
gases compared to mining, which often uses 10 to 100 times 
more energy than recycling for the same amount of metal.

"Metals use seven to eight percent of the world's total 
energy in their primary production. That's larger than anyone 
had thought," Ester van der Voet, lead author of the other 
report on metals and environmental challenges, told Reuters.

The third study, by the Gaia Foundation, said the world's 
growing addiction to throwaway consumer electronics was 
putting enormous pressure on resources such as metals, 
minerals, water and ecosystems.

In the United States, it said, 80 percent of electronic  
waste was shipped to developing countries in Asia or Africa 
where it was handled in bad social and environmental 
conditions.

"In failing to create effective recycling systems, we are thus 
outsourcing our toxic waste and turning parts of the world into 
digital dumps."

Metals recycling needs bigger role 
in product design – UN

Designers of everything from mobile phones to electric car batteries  
should make their products far easier to recycle to offset soaring demand for metals,  

two United Nations reports recommended.

StrikoWestofen, a globally active manufacturer of melting 
and dosing systems, has a new owner it has been 
announced. The Munich-based “Auctus Capital Partners 

AG” has acquired the majority share in the StrikoWestofen 
Group. Up to now, the majority share in the group belonged to 
“BPE Fund Investors GmbH” (Hamburg). 

“With Auctus, a well-known partner has been won as an 
investor – a partner who knows the light metal casting industry 
and holds our role as a technological pioneer in high regard,” 
explains Rudolf Riedel, managing director of StrikoWestofen. 

“In particular our strong market position as well as our past 
and future innovations were the reasons for Auctus to become 
involved in a healthy company with strong brands – and for 
supporting the further expansion of its market presence in 
growth markets.” 

In the selling process, the focus was in particular on the 
continuation of the very positive development of business in the 
last few years and on the continuity of company management. 
Thus, the altered shareholder structure does not affect any of 
the existing employment relationships. The management is still 
working as before in the company. 

“In addition, the focus of product development at 
StrikoWestofen is still on the requirements of modern foundry 
processes as well as economy and user-friendliness. This holds 
for the standard series and for customer-specific adaptations. 
The aim is to further expand the technological advance which 
the market leader has in the global markets and to achieve 
healthy growth. The company also benefits from having its  
own production facilities in Europe, China and North America 
– i.e. the principal foundry centres worldwide. The takeover by 
Auctus also shows its appreciation of the work we have done in 
the last few years,” says Riedel happily. 

For further information visit the StrikoWestofen Group 
website www.strikowestofen.com or contact Ceramic & Alloy 
Specialists on TEL: 011 894 3039

Auctus acquires 
majority of StrikoWestofen
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When an organisation builds a bill of materials (BoM) 
and defines the components and instructions for 
manufacturing a product, it’s not typical for energy 

costs to be included. However, according to Mike Roberts 
of LNS Research, for some energy-intensive industries, with 
advanced reporting capabilities, it may make sense to include 
the estimated amounts of energy required in production. These 
estimates would have to be made based on both experience 
and an analysis of real-time data captured over time, he writes 
in a new article, How Real-time Energy Monitoring Will Impact 
Production Decisions.

“By viewing projected energy use on the BoM relative 
to actual energy use with the real-time visibility provided by 
industrial energy management (IEM) analytics, companies could 
make more informed production decisions,” he writes. “IEM 
software will be central in delivering this product-by-product 
energy consumption analysis.”

According to Roberts, the dynamics of industrial energy 
use have driven increasing concern around variable energy 

consumption and how companies deal with their power 
suppliers. Organisations have traditionally signed a yearly, 
fixed price contract with their energy supplier. Today, energy 
is priced more variably and the cost can change as fast as 
every 15 minutes. This has prompted companies to engage in 
cogeneration projects as well as to make production decisions 
using smart grid approaches that optimise energy decisions 
based on the cost of purchasing power, versus the cost to 
cogenerate, versus consumption, reports Roberts.

“IEM reporting and analytics help companies turn raw 
process and meter data into consumable information on  
each automation asset,” according to Roberts. “For instance,  
as opposed to one single electrical distribution box that’s  
being monitored, with each motor or conveyor or pump  
having its own energy consumption measurement, companies 
can know not just view which products or lines are causing 
inefficiencies, but also which pieces of equipment. This will 
facilitate identifying pieces of equipment that need to be  
fixed or updated.”

Does it make sense to include 
energy consumption on bills of material?

A researcher makes the case that industry energy  
management analytics can help companies get a better handle on their  

automation’s energy consumption.



With the help of a US Department of Energy grant, 
Caterpillar Inc. is taking a fresh look at compacted 
graphite iron as a high-strength, lightweight material 

for diesel engine structures. The agricultural and off-road 
equipment builder will work with the University of Alabama 
at Birmingham’s Dept. of Material Science and Engineering 
laboratories, where a new Sintercast AB process control 
package will be installed this year to develop new CGI products 
for Caterpillar’s applications.

Funding for Caterpillar’s project stems from a $3.47 million 
grant by the US Dept. of Energy, to “develop new, high-strength 
ferrous alloys for cylinder heads and engine blocks to allow for 
higher cylinder pressures and increased engine efficiency.”

"By investing in next-generation vehicle materials and 
components, we are helping US manufacturers improve the 
fuel efficiency of our cars and trucks and ensuring American 
companies remain at the cutting-edge of the global auto 
industry," US Energy Secretary Steven Chu said, announcing the 
research in January 2012. "Lighter, stronger materials will help 
improve the performance of our vehicles while saving families 
and businesses money at the pump."

Overall, DOE’s $14.2 million program grants funds to Ford, 
General Motors, the U.S. Automotive Materials Partnership, and 
the Oak Ridge National Laboratory, as well as to Caterpillar.

Last year, DOE indicated 
Caterpillar would develop a cost 
model for the new components, 
for comparison with current 
production components.  

Now, SinterCast details 
further that the objective for 

Caterpillar and UAB is to develop cost-effective, high-strength 
cast materials that support increases in specific power density 
(horsepower/weight) and increased thermal efficiency for 
heavy-duty diesel engines.

"This project reinforces the need for continuous advances 
in engine performance and efficiency, and the need for 
advanced materials to support these objectives while ensuring 
durability and emissions compliance,” according to SinterCast 
president and CEO Dr. Steve Dawson. “These demands, and 
the opportunities for CGI growth, are particularly applicable in 
heavy-duty engine applications, defined by this project as the 
10- to 17-liter displacement range, for engines with more than 
350 horsepower.”

High-strength alloys for heads, blocks
CGI is a speciality grade of cast iron that has greater tensile 

strength, stiffness, and fatigue strength than gray iron or 
aluminium, and it has gained wide popularity among engine 
manufacturers seeking to reduce weight, noise, and emissions 
for their designs.

SinterCast developed the most widely used process for 
commercial CGI production. It licenses the process to numerous 
automotive foundries worldwide, which use it to cast more than 
50 components in series production.

Some foundries use a laboratory-scale version to test 
new applications. Working under a separate agreement, UAB 
will install SinterCast’s Mini-System 3000 equipment, and 
SinterCast will provide technical support to the research with 
Caterpillar.

Caterpillar is listed by SinterCast among numerous OEMs  
to have incorporated its CGI products in the past.

"Building on our successful experience with compacted 
graphite iron in commercial vehicle engine applications, we  
look forward to this unique opportunity to explore leap-frog 
material advances," Dr. Dawson continued.

The University has two casting laboratories, including  
500-lb. and 100-lb. hydraulic tilt-box furnaces, with a  
175-KW power supply.  Material research systems include 
optical and stereomicroscopes with digital cameras for  
direct image acquisition and image processing software.   
The lab also has scanning electron microscopy (SEM),  
casting simulation software, and casting modeling  
technologies.

Caterpillar backing new CGI research project
University to install SinterCast, conduct lighter engine structures  

in program funded by DOE.
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The SinterCast Mini-System 3000 
control equipment will be installed 
at the University of Alabama-
Birmingham this year, and will be used 
to conduct research for Caterpillar’s 
efforts to develop new CGI alloys that 
support higher specific power density 
and better thermal efficiency for 
heavy-duty diesel engines
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There’s an element of art 
in every casting, but it’s 
often overlooked that 

there is an impressive degree 
of technical proficiency at work 

in the numerous fine-art foundries. Cars and aircraft are filled 
with castings, but a well-crafted sculpture will capture public 
attention. It’s the creativity and skill of such foundries that can 
make the world appreciate the ingenuity of metalcasting.

Last year was Arizona’s centennial anniversary, and Ed Reilly 
of Bronzesmith Fine Arts Foundry and Gallery in Prescott Valley, 
AZ, noticed that no one in the state had created a sculpture to 
commemorate the event. So, Reilly took the opportunity as a 
project for his nonferrous art foundry.

He learned that a well-known local artist and Western 
historian, Bob Boze Bell, had been commissioned to create 
a painting for the centennial observance. When he saw the 
completed painting, Reilly recognised that the image of a strong 
pioneer woman would make an excellent sculpture, one that 
would be in line with many of the works his foundry had cast. 
He also believed it would remind people of the important role 
played by pioneer women in the taming the West. It was also a 
subject not often reflected in Western art.

“At Bronzesmith, we specialise in casting sculptures 
reflecting Southwestern themes. We work with Native American 
artists, artists creating cowboy and iconic Western images, 
and artists involved with transformational or anthropomorphic 
themes,” Reilly said. “An example of the latter would be an 
image of a wolf transforming into an eagle or a man into a bear 
— images often related to Native American folklore.”

“So, the pioneer woman depicted in the painting was clearly 
an appropriate subject for us,” he continued. “Also, while about 
half of our sculpture work begins as oil-based clay or other 
ceramic models, the other half comes from artists who do not 
normally work in bronze.”

“We are particularly adept at helping artists who work in two  
dimensional media, such as painting and illustration, as well as  
artists who work with wood carving, papier-mâché, and even 
textiles, to recreate their work as bronze sculptures,” Reilly noted.

Bronzesmith’s special rendering capabilities draw on the 
expertise of its in-house art staff together with its 3D digital-
scanning technology. This allows the foundry to model almost 
any work accurately as a foam reproduction. Also, the foundry is 
able to scale up or scale down virtually any piece to achieve the 
desired size, up to 20 ft. tall.

“I thought Bob’s pioneer woman image would be an 
excellent subject to render as a monumental sculpture,” Reilly 
reported. The finished work, titled “Not-So-Gentle Tamer”, will be 
installed at Arizona’s Prescott Valley Civic Center.

“So, with the painter’s close collaboration and the support 
of our local government officials, Bronzesmith artist Debbie 
Gessner began the task of re-creating the image in clay. This 
was a major undertaking as the final work would stand 3m tall.”

Fully dimensioned
Transforming that model into one or more bronze sculptures 

requires a well-equipped foundry, which is what Reilly has 
established at Bronzesmith.

“We melt in a gas-fired removable crucible furnace equipped 
with No. 150 Morgan Molten Metal Systems silicon-carbide 
crucible,” Reilly said. “We begin with a charge of 226 Kg of  
high-quality bronze ingot made up of 94% bronze, 4% silicon 
and 2% other metals. During melting, we use a light surface 
application of boron, and slag the furnace frequently to ensure 
we are maximising metal cleanliness.”

He added that the crucible’s exceptionally hard and dense, 
non-wetting interior surface helps maintain metal purity by 
reducing metal penetration and resisting slag build-up.

“After the metal is fully molten and at the desired temperature,  
we use an overhead shank system to lift the crucible from the 
furnace for pouring,” Reilly said. “This makes it particularly 
important that the crucible be strong and highly reliable.”

“With our current crucible, we are able achieve 100 heats 
before replacing it, a far better service life than the crucibles we 
used previously,” he reported.

“We pour in air into ceramic investment casting shells 
mounted on a stainless steel frame,” Reilly continued. “These 
ceramic shells have been heated to 676°C in our gas-fired kiln. 
Our pouring temperature is 1176°C and it normally takes about 
six-and-a-half minutes to complete the entire pour. Our largest 
shell holds 63 Kg.”

Large-scale works — like “Not-So-Gentle Tamer” — are cast in 
sections, cleaned and machined, and welded together to make 
the final sculpture,” Reilly said. “Smaller sculptures, such as 
miniatures of our piece, are cast as a single unit.”

In the process of converting a painting to a bronze sculpture, 
capturing the color tones of the original work is often important 
to preserving the character and impact of the piece as a three-
dimensional object. “At Bronzesmith, we take great care to 
preserve each artist’s personal style, whether the work started 
as a traditional clay model or began as oil on canvas,” Reilly 
said. “In this regard, we place a high level of emphasis on our 
work with patina treatments. Our patina tones, colors, and 
textures, allow us to convey each artist’s signature look.”

Visitors to Bronzesmith Fine Art Foundry and Gallery will  
find a Southwestern style sculpture garden to showcase the 
bronze works.

Finding ways to pay for public sculpture is a challenge, 
especially now. Few governmental bodies have public funds 
available at this time to pay the substantial costs associated 
with creating any significant bronze sculpture. So Bronzesmith, 
working with local government officials, set up a program to 
generate private contributions to fund this important arts project 
for the state’s centennial.

To gather the $87,000 needed to fund the project,  
Reilly offered to create limited edition miniature versions of  
“Not-So-Gentle Tamer” in bronze, and offered these to 
contributors supporting to the project. Individuals and 
businesses contributing $1,600 receive 30.5 cm tall bronze 
statuettes, and $3,200 contributors receive 61 cm tall bronzes. 
Anyone contributing $4,000 also will be recognised with his or 
her name inscribed in a bronze plaque placed with the sculpture 
once it has been installed in place.

“Half the amount of the contribution will cover the cost 
of the miniature and half will fund the full-size sculpture. We 
are working hard to ensure that full funding for our project is 
achieved,” Reilly explained.

Robin White, the contributor, is the regional sales manager 
for North America with Morgan Molten Metal Systems.  
Visit www.morganmms.com

For more information contact Morgan Thermal Ceramics 
South Africa on TEL: 011 815 6820 

Larger 
than life
With designing, 

moulding, and casting 
skill, a creative fine-art 
foundry brings history  
and science together.

Visitors to Bronzesmith  
Fine Art Foundry and Gallery 
will find a Southwestern 
style sculpture garden to 
showcase the bronze works





product review

44   castings sa   vol 14 no 1   June 2013

Being a world leader in level instrumentation, 
Endress+Hauser has the experience of many years at its 
disposal, from planning and commissioning through to 

maintenance and plant management. The new instrument  
generation based on the time-of-flight method offers  
outstanding properties in the radar instruments of the 
Micropilot family, as do the guided radar instruments of the 
Levelflex family launched in 2010.

After its successful launch more than 20 years ago, the 
development of Micropilot has continued in cooperation with 
customers and users. In excess of 300 000 installed radar 
instruments and more than 1 million installed instruments of 
the time-of-flight method underline the company’s competence.

Next generation Micropilot family
The new Micropilot FMR5x family offers everything to  

guarantee safe and precise measurements in the chemical, oil 
and gas, life science, food and other primary industries, from 
the standard product for basic applications through to high- 
performance versions to be used in sophisticated applications 
like high-pressure or high-temperature processes.

The hardware and software of 
the new instrument generation of 
the time-of-flight method were  
developed according to IEC 61508 

and can be used in 
homogeneous 
redundancy up to  
SIL3. For example, 
Micropilot  
continuously 

checks  
functionality 
within the 
instrument by 
continuous 

self-monitoring. If 

an error occurs, the instrument 
changes to the safety-oriented  
output. The recurring check  
(proof test) can be easily started  
by an optionally connected  
engineering tool or directly from the 
control room in which the connection 
between the instrument and the 
engineering tool is constantly  
monitored.

Multi-echo tracking
In its new instrument generation, Endress+Hauser has 

developed an even more intelligent and reliable signal analysis 
via the echo signal curve – Multi-echo tracking. All of the echo 
signals are marked and tracked, not only the level signal. 
Thanks to the new analysis, the level signal is now also 
acquired even if it is partly covered by baffles like heating coils 
or agitators in the tank. This guarantees safe and precise 
measurements at any time.

Another advantage of the new radar instrument is the 
HistoROM data management concept. Apart from the  
continuous backup of all relevant data, it enables customers to 
exchange defective main electronics in a fast and easy manner 
without any additional tools.

Dynamic, continually self-learning analysis algorithms  
guarantee precise measuring results; if required, confirmed 
and documented with a 5-point linearity protocol based on the 
measuring results of the certified test bench. Intuitive and  
user-friendly menu guidance and a comprehensive instrument 
and process diagnosis concept complete the profile.

This new instrument generation from Endress+Hauser 
offers safety, precision and efficiency across the entire life 
cycle.

For more information contact Jan Gerritsen of 
Endress+Hauser on TEL: 011 262 8000, info@za.endress.com, 
www.za.endress.com

Next level of radar instrumentation – 
Endress+Hauser
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Bruker Quantron 
now provides 
some of the 

world’s most advanced OES spark  
spectrometers, combustion analysers, and sample 

preparation systems available, as well as automation  
configurations, all from a single trusted source — at the same 
time providing customers with splendid service and support.

The G8 Galileo ONH is a high-end instrument designed for 
the rapid and automatic determination of oxygen, nitrogen and 
hydrogen in solid materials. This analyser is based on the inert 
gas fusion (IGF) principle, which involves fusion of the sample 
material in a graphite crucible at high temperatures. The gas 
fusion analysis (GFA) principle is also commonly termed a melt 
extraction (ME) since the total oxygen, nitrogen and hydrogen 
composition is extracted via sample melting.

When combined with an external, infrared heated furnace, 
the G8 Galileo can measure the diffusible hydrogen content in 
many sample materials, e.g. in welds according to ISO 3690 
and AWS4 4.3 as well as in high strength steel.

Coupling a mass spectrometer to the G8 Galileo analyser 
leads to a substantially improved detection limit for the  
determination of ultra-low diffusible hydrogen concentrations 
e.g., in high strength steels. This Thermal Desorption Mass 
Spectrometry (TDMS) technique improves the detection limit by 
more than one order of magnitude compared to a TCD.

The G8 Galileo is available with facilities for analysing all 
three elements O, N and H, as dual analyser for two elements 

and as single-element analyser for oxygen, nitrogen or hydrogen.

Software
The intuitive analysis software of the G8 Galileo shows a 

clear user interface. Different tasks from the user workflow like 
measurement, input of the analysis parameters, statistical  
evaluation and calibration of the analyser are clearly divided 
into four main views.

Features include:
• Fast and accurate measurement based on the inert  

 gas fusion method (IGF) by melt extraction in a graphite
 crucible in a high-temperature electrode furnace
• Optical, contact free measurement of the real crucible
 temperature; ramping programmable for fractional  

 analysis
• High flexibility in hydrogen determination with long-term
 stable TCD with high sensitivity; total, residual and  

 diffusible hydrogen in one analyser; optional mass  
 spectrometer for ultra-low hydrogen detection

• Special program for hydrogen in aluminium with  
 automatic melting point detection

For more information, contact your nearest IMP branch, 
Gauteng TEL: 011 916 5000, KwaZulu Natal TEL: 031 764 2821,  
Western Cape TEL: 021 852 6133, Eastern Cape  
TEL: 041 364 2544, Free State TEL: 018 293 3333 or  
email info@imp.co.za or visit www.imp.co.za

G8 Galileo from Bruker
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A foundry with a monthly  
output of up to 50 tons,  
maximum-size casting  

weighing 500 kgs, a ferrous  
moulding shop that has two Omega 
mixers and a 650 kg capacity 
Taylormade induction furnace and 
an aluminium shop that has two 
further Omega mixers and two  
furnaces, dramatically reduced 
new sand consumption thanks to 
the introduction of secondary  
attrition equipment manufactured 
by Omega Foundry Machinery.

The moulds and cores are  
produced using an alkaline  
phenolic resin with ester hardeners 
(slow and fast) – each mixer having 
a manual ester blending facility.

Typical sand metal ratios are in 
the range of 1.5/1 to 8/1 for iron 
and steel and 10/1 to 15/1 for 
aluminium. Monthly mixed sand 
usage is up to 100 tons, using a 
base sand of 60 AFS for the  
ferrous section and 85 AFS for the 
aluminium section.

The original sand reclamation 
plant was entirely based on an 
Omega low level shakeout/attrition 
unit feeding a cooler/classifier unit and then distributed to the 
storage hoppers above the mixer stations. An overall level of 
60% reclamation was being attained but the loss on ignition 
was over 2%.

With the size and the weight of castings being produced, 
the existing attrition unit was initially considered ideal for its 
operation. But a secondary attrition unit was installed by 
Omega to supplement and improve the efficiency of the original 
plant.

How does it work?
After passing through the three screens in the original 

shakeout/attrition and cooler/classifier unit, the grain size 
sand feeds into the surge hopper above a PV6 pneumatic 

transporter to move the sand into 
an intermediate 30 ton storage 
hopper mounted above the  
5 ton/hour secondary attrition 
plant.

After passing through a  
feeder/screen and magnetic  
separator the sand is processed in 
a USR 5-1 secondary attrition unit 
with a 37 kW drive. The unit has 
two squeeze rollers with adjustable 
pressure pneumatic cylinders to 
clean the grains of sand with  
minimal sand degradation.

The sand is classified in a  
specially designed, fluidised bed to 
remove the fines and dust. 
Because of the type of castings 
being made, additional cooling is 
not required so the reclaimed sand 
is fed directly to another sand 
transporter with a diverter system 
to feed the reclaimed sand to the 
mixer stations.

The dust and fines from the 
secondary system are removed by 
a 7 000 cubic metres an hour 
reverse jet collector installed  
outside the building. The collected 
dust, amounting to less than  

2% of the sand throughput, is collected in big bags for disposal 
offsite.    

Assessing savings in sand recycling
Following several months of operation, the foundry has 

been able to closely monitor the operation of the plant with the 
assistance of Omega and its resin supplier. It is already clear 
that the investment will have a short payback period as the 
level of reclamation has been increased to over 90%.

The sand test report demonstrates that there has been a 
large reduction in the LOI level. There has been a greater use  
of reclaimed sand in the unit sand at the ferrous section mixers 
and unit or backing on the aluminium section mixers. It can  
be seen that the fines and dust levels have also been  

improved.
With the introduction of 

the new dry attrition system 
plus Omega USR secondary 
attrition equipment Omega 
claim the foundry is making 
40% savings per mixed ton  
of sand.

To view the findings  
or for more details on  
Omega Foundry Equipment 
contact Peter Petersen of 
Mondeco Solutions on  
Cell: 079 448 1277 or email 
peter@mondeco.co.za or visit 
www.mondeco.co.za

Saving sand means saving money – Omega
Foundry is making 40% savings per mixed ton of sand.

Rotating ceramic wheels inside the  
Omega USR SLF06 secondary attrition unit

Omega secondary attrition plant before building installation 

Moulds made in 90% reclaimed  
alkaline phenolic sand
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Hansford Sensors has launched a new triaxial  
accelerometer, enabling three axes to be read  
simultaneously. The new HS-109 Series vibration sensor 

comes complete with the established and proven M12  
connector and is designed to be used both offline and as a  
permanently mounted sensor on industrial machinery.

Because the HS-109 allows three axes to be read  
simultaneously, measurement time can be reduced and this 
functionality can be supplied with a variety of different  
sensitivities to suit a variety of applications. The HS-109 can be  
used within offline applications using commercially available 
data collectors and also in online monitoring systems across a 
range of industries, including building services, civil engineering, 
paper and pulp, mining, metals manufacture, utilities, automotive, 
water and waste treatment, pharmaceutical and aerospace.

The capability of the HS-109 sensor to serve this range of  

applications stems not only from  
its functionality but also its robust,  
resilient design. Protected by a  
stainless steel casing, the HS-109  
can function within an operating  
temperature range of -55 to 140 ºC 
and is sealed to an ingress protection 
level of IP67. The HS-109 is therefore 
well designed to monitor a range of 
machinery, including fans, motors, pumps, compressors,  
centrifuges, conveyers, air handling units, gearboxes, rolls,  
dryers, presses, cooling, HVAC, spindles, machine tooling and 
process equipment.

For more information please contact Temperature Controls 
on TEL: 011 791 6000 or email sales@tempcon.co.za  
or visit www.tempcon.co.za

New Hansford sensor offers triaxial functionality

Spectro Analytical Instruments has introduced optical 
emission spectrometry (OES) technology that offers  
greater carbon measurement accuracy and speed in cast 

iron production applications. 
“Our new analytical solution combines the performance of 

the traditional combustion analyzer with the speed and  
ease-of-use of OES methodology, “comments Kay Toedter, 
Spectro Product Manager SMA, “Now incorporated in our 
Spectrolab and SPECTROMAXx systems, this new approach  
precisely determines carbon in cast iron, even on suboptimal 
samples, with results comparable to those achieved with the 
time- and money-consuming combustion analysis technique.”

“A new analytical carbon line and a related reference line, 
in combination with a modified read-out sequence, enable the 
detection of free graphite during the pre-burn phase.  This in 
turn ensures accurate carbon results for many more samples 
than before.  Samples with an unacceptably high amount of 
free graphite are identified as ‘bad” samples’,” notes Kay Toedter.

Better technology for superior  
performance

Spectro’s advanced OES analysis  
technology excels across the key  
requirements for superior carbon  
measurement performance. 

• Digitally controlled plasma  
 generator: For the first time in  
 OES history, the SPECTROMAXx  
 and Spectrolab plasma  
 generators are fully digitally  
 controlled for more accurate  
 and reproducible spark definition.  
 This allows the instrument to   
 deliver greater precision,  
 better repeatability, and  
 faster measurement with  

 less  
 impact  
 from  
 external interference.

• Greater UV performance: Spectrolab’s unique UV-Plus  
 system contains a hermetically sealed optical chamber  
 that is filled just once with argon. Impurities are   
 removed through a built-in filter cartridge, reducing  
 operating costs and extending maintenance intervals. 

• Higher optical resolution: The SPECTROMAXx is   
 equipped exclusively with CCD technology for users who  
 don’t need the higher sensitivity and shorter reaction  
 time of photomultiplier detection (PMT). For those  
 requiring ultra trace analysis and time-dependent spark  
 examination, the Spectrolab combines both CCD and  
 PMT technologies in a single, powerful instrument. 

• Sophisticated data processing: The Spectrolab and  
 SPECTROMAXx systems enable complete coverage of  
 the entire spectrum relevant for cast iron analysis.  

 In addition to outputting results  
for individual elements, the data can  
be sorted according to measurement  
or configuration, or read out as a  
complete wavelength scan. 
SPECTROLAB’s PMT signal can be  
outputted with microsecond resolution, 
allowing individual sparks to be   
broken into a hundred or more  
steps. 

The Spectrolab and SPECTROMAXx 
system applications for cast iron  
carbon analyses are immediately  
available. For more information,  
visit Spectro at www.spectro.com  
or contact Spectro Analytical 
Instruments on TEL: 011 979 4241

Spectro introduces advanced 
OES technology for more accurate 
carbon analysis in cast iron






