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EDITOR’S COMMENT

It's tough doing business in South Africa

Afew issues ago I lamented
about the heavy schedule
of public holidays in South

Africa that companies have to
endure. To top it all the 18th May
was declared a public holiday to
allow voters to participate in the
local government elections. Then
came the strike season which
was one of the most violent 
and disruptive we have ever
experienced. Now the Rugby
World Cup is thrown into the 
mix and because of the time 

difference between New Zealand and South Africa most
games are televised between breakfast and lunch. The
tough trading conditions with the world economy in turmoil,
the influence of Chinese and Indian products flooding our
market, do not make business any easier. 

Then we have to contend with all the labour laws, BEE,
BBBEE, compliance, scorecards, ratings, and whatever else
B and E you name it, otherwise you cannot join the corrupt
gravy train club. Only in South Africa can we come up with
a word such as tenderpreneur!! Nationalisation is also
another dirty word that is being thrown around far too
often these days and making international investors think
twice before considering South Africa. Of course let's not
forget all the consultants out there that are bleeding the
system. I saw a quote the other day where one wants
R5000.00 a day to be a facilitator!! And that comes 
without a strategy report. That would be an extra charge.

Then there are the fraudsters and criminals that we
have to contend with. Twice in the last month I have had
large amounts of money deposited into the business
account and then received the inevitable phone call from 
a so called 'client' saying they have overpaid and can we
reverse the amount.  

To get a cc registered these days it could take up to
six months and the paperwork involved keeps the paper

producers and printers in business. I could go on and on
but the fact remains that it is tough to do business in
South Africa today as compared to 10 years ago.  

But why is this happening in South Africa? Anyone able
to volunteer solutions? Or has it become systemic in our
society?

I have just been to a European country to visit a major
manufacturer of equipment for the metal working industry.
The visit was twofold in that the company reached a 
milestone anniversary and it had also 'signed' an agency
representative agreement with a South African company.
Overhearing the words of the Managing Director talking to
the local company's MD spoke volumes to me.

"Our hand shake is our agreement between our two
companies and that is the way we do it in this country 
and we will continue to do so. You can trust our company
to uphold this agreement. There will be no paperwork
involved." 

This is how I remember business being done 30 years
ago. I wish we could go back to those days but with all 
the technology advancements 
that we have experienced 
in this time frame. 
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May I be one of the first to congratulate NUMSA on
their achievements at this year's wage negotiations,
where again they proved that in South Africa 

violence and intimidation does work, especially when the
SAPS stands by and allows companies and private 
individuals property to be destroyed, employees whether
unionised or not, or even part of metalworkers and 
associated industries, to be physically assaulted and 
prevented from attending their work. 

In a civilised society negotiations would have been 
suspended until order prevailed, for how could any 
company's representative think or vote rationally whilst
union members and non members of unions were on such
a rampage. The increases agreed to, on top of last year's
recession increase (in the interest of football) will in future
be seen as another negative in the history of our country.

The agreement reached for 2012 and 2013 is not 
without fault either, not only for again being excessive but
the CPI factor could result in a situation where if it is 7.9%
the increase is 8.0% or if is 8.0% i.e. 0.1% more the
increase is 10.0% i.e. 2.0% more, plus there is no
allowance made in case there is another recession during
this period which, on watching both the USA and European
economies, is a strong possibility.

At recent meetings with SEIFSA and the SAEFA we were
told that each member of an Association and each
Association had only one vote and only in the case of a
stale-mate would either be weighted according to their the
number of employees they represented. This confuses me
as SEIFSA only represents 25.6% of the employers in our
industry. Even if it is weighted they only represent 53.1% of
the scheduled employees and as KEW Foundries, and I
know many others, were not in favour of the agreement
reached it worries me how mandates are measured at both
Association and Federation level.

What was also disappointing was that SEIFSA allowed
NUMSA to change the dates of the final meeting, which in
turn forced the various Associations to change their 
meeting dates, which in turn precluded many of us from
attending and being heard.

The comment on SEIFSA's website and included in the
MEIBC Settlement Agreement that "The parties will jointly
approach and lobby the Minister of Labour to ensure that
the revised Main Agreement is retrospectively extended to
"non parties" is interesting. Who are the parties and no-non
parties and surely this is open to be challenged in our courts?

On writing this article SEIFSA have contacted me and 
clarified some areas of concern. It appears that 10 out of
the 35 member associations agreed, even though many did

so reluctantly, to support the agreement. How an 
association can vote for a proposal reluctantly is difficult to
understand, either the majority of their members are for or
against. Once again it seems that intimidation and violence
has worked.

Two member associations were against the agreement,
with the remaining 23 not referred to. Whether they were
for, against or just not interested enough to participate I do
not know. I have had no response from the SA Engineers
and Founders Association to clarify their mandate.

What is quite obvious is that the means of collective 
bargaining prior to any future negotiations must be made 
clearer and more transparent with respect to: 

1) Which federations represent the various employer 
associations and what voting weight does each carry, and
how is this weight determined?

2) What voting weight do the various member 
associations carry and how is it determined? If each
Association does only carry one vote surely it should be
changed to a proportional measurement. 

3) All member companies of Associations should have
the opportunity to vote without having to attend a meeting,
possibly on the website, for each new proposal, with the

results being published in full for the respective 
associations. This will allow employers to ascertain what
the mandate was for the various Federations. 

I appreciate that it is difficult for Associations to 
operate effectively because of the apathy of most member
companies. This alone is a good enough reason to make it
easier to participate and as any voting will be transparent
it will also allow those who contribute to perhaps put 
pressure on those who do not. 

I know that there will be many critics of this article and
I appreciate that in Kimberley we had no violence or 
intimidation and that our turn out averaged 78% during the
strike, but maybe that allows for more objectivity.
Personally the last two increases will not have such a 
negative impact on me as I will be retiring within the next
two years. It would just be nice to visit KEW Foundries for
many a year thereafter to see it prospering and with a 
stable workforce. One of the main contributing factors to
the downfall of Greece's economy was the repetitive annual
increases in excess of inflation.

John Bryson
Foundry Director
KEW Foundries

What next
in wage negotiations?

letters

The increases agreed to, on top of last year's recession increase will in future
be seen as another negative in the history of our country
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Hi Bruce

Just a few thoughts on GIFA /Newcast 2011.
RelyIntracast exhibited for the third time on the 

South African pavilion at GIFA/Newcast and would like to
report back as follows.

Although there was only one pavilion this time as
opposed to the two pavilions on previous occasions, it was
obvious that funding had not been halved as the design
and construction of the SA pavilion was impressive and eye
catching even from a distance.

When compared to other countries pavilions, the 
South African pavilion certainly put other regions of the
world to shame. This was borne out by the many 
compliments from visitors and exhibitors alike.

The exhibition itself is, as we all know, massive and to
do justice to viewing all that was on show would have taken
weeks. This makes one focus mainly on what is applicable
to one's own industry, process, applicable equipment  
and /or market.

For RelyIntracast, we certainly took advantage of the
concentration of equipment and material suppliers to gain
insight into new processes and materials applicable to our
process, especially with our current expansion programme
we were able to consult widely in a short space of time.

Our objective as an investment foundry was for us to
showcase our capabilities to our potential clients and the
advantages they would have in dealing with RelyIntracast
as a South African company as opposed to the many other
investment casters from  around the world. We were well
received and the quality of enquiries and referrals we have
received has made the effort of exhibiting and attending
very worthwhile.

As is the case when South Africans travel abroad, many
an hour of fellowship was had with fellow South Africans in
and around the Altstadt consuming whatever was on offer. 

The interaction between the South Africans at the 
exhibition gave all of us a great chance to foster 
relationships across industry sector and present a united
industry to the world.

All in all, we had a great exhibition as exhibitors and
visitors and forged some wonderful friendships both abroad
and at home.  

Our sincere thanks to the DTI and all that were 
involved in the design, construction and organisation of the 
SA pavilion, we were proud to be there.

Mark Hughes
Managing Director
RelyIntraCast

GIFA / Newcast 2011 
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SI Group and HA joined efforts to combine the 
SI Group's global plant capacity with HA's robust 
product technology for the foundry industry. The 

partnership is not a temporary collaboration, but a lasting
relationship customers' can depend on for the long-term,
and enables the company to leverage the existing strengths
of each brand. Through this partnership the group is able
to utilise the global capabilities of both entities. 

HA holds the latest information on the global foundry
market and understands the market demands. With 
SI Group's well-engineered plants and skilled people 
combined with HA's market intelligence, customer 
expectations are exceedingly well met.  

HA International, partner claim success with 
new organic resin

In a joint statement, HA International and Lignol 
Energy Corp. reported their production trials of a new
foundry resin that uses a renewable chemical formula
based on lignin, an organic polymer, have been successful.
The trials involved production of ferrous and nonferrous
castings for impellors used in several pumping 
applications. 

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 by using Lignol's High Performance Lignin
(HP-L™), a renewable chemical made from biomass. 

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

"Displacing petrochemicals in our resin formulation with
High Performance Lignin can ultimately lead to providing
our customers with greater price stability and better 
environmental performance," stated HA International 
vice president - R&D and Quality Doug Trinowski, 
"HA International supports sustainability and we're 
committed to the use of renewable materials that can 
minimize the environmental impacts of our products while
improving their performance and value." 

Vancouver-based Lignol develops biorefining 
technologies for biofuels, including fuel-grade ethanol, 
and renewable chemicals from non-food cellulosic biomass
feedstocks. 

Lignol uses a "modified solvent-based pre-treatment
technology" to convert cellulose to ethanol and to produce
"renewable" chemicals, including high-purity HP-L™ lignins.
The HP-L™ lignin used in the new foundry resin is among
the high-purity lignin extractives (and their derivatives) that
can be engineered for various industrial applications. 

"Foundry resin formulations represent a significant 
global market opportunity for our company," said Lignol

president and CEO Ross MacLachlan.
"This trial validates the vision and
development work undertaken by 
HAI and Lignol over the past year 
to develop ways to displace 
petrochemicals by incorporating 
our unique High Performance 
Lignin." 

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: 011 864 4608

Foundry technology leaders
SI Group's partnership with Huettenes Albertus (HA)

is significant in the value the company is now able to deliver to its customers
internationally and in South Africa. 

cover story

Inside the SI Group plant in Alrode, Gauteng
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The inoperability of the blast furnace at Newcastle is
expected to result in substantial shortages of steel for
the next three months, according to ArcelorMittal SA. 

However, some of the steel maker's customers feared 
that the shortages could extend to the end of the year. 
Ken Manners of SP Metal Forgings, which is a customer 
serving the international automotive industry, said that
ArcelorMittal SA "is doing its utmost to resolve the issue",
but added that he believed there could be substantial
shortages of steel for four or five months. 

"At this stage the furnace is expected to be inoperable
for three months, but once it becomes operable, it will take
four to six weeks before ArcelorMittal SA can start 
supplying steel from it." He said the situation had serious
implications for local steel-based industries. 

ArcelorMittal SA issued a statement referring to the 
"structural failure" and estimated that it could lose 
around 400 000 tons of steel production as a result of 
the incident. 

An ArcelorMittal SA spokesman said the company was
"exploring other sources to augment the supply to meet the
domestic customer requirements during the months that
the furnace will be inoperable". He confirmed that the 
"incident" was as a result of an industrial accident at the
gas cleaning plant at Newcastle. 

One of ArcelorMittal SA's customers, who is entirely
reliant on the steel maker for input for his manufacturing
facility, said that as soon as the accident occurred,
ArcelorMittal SA got in touch with other ArcelorMittal plants
in the country and globally, to see if it could replace the
lost tonnage. 

"This will be of limited assistance because of customers'
need for a specific type of steel, which may not be readily
available from the Vereeniging plant and in the case of
imports, there is the time involved in importing from 

considerable distances," said the manufacturer, who 
wanted to remain anonymous. "The best-case scenario is
that there will be a severe shortage for six to eight weeks.
How will manufacturers survive, they have to continue 
paying staff?" 

He said this was not the first time this year that
ArcelorMittal SA's customers had been left without 
supplies. In January, problems with the furnace in
Newcastle resulted in some customers being rationed until
the end of April. At the time Roger Pitot of the National
Association of Automotive Component and Allied
Manufacturers warned that the steel maker's supply 
problems would severely damage the reputations of the
country and the local automotive industry and could result
in international motor plants having to halt production
because parts did not come in from South Africa. 

The manufacturer who spoke to Business Report on the
basis of anonymity said that the supply difficulties at the 
beginning of the year were compounded by the virtual 

closure of industry during April because of holidays, the
two-week strike in July and the significantly higher 
electricity costs. 

"And now another break-down at Newcastle, this was
unheard of under the former management. When it was run
as Iscor, management had a much larger maintenance
team and ensured that it held sufficient stocks to guarantee
customers' supplies in the event of any problems," said the
manufacturer, adding: "The big question is how many 
manufacturers will still be in existence by the end of the year." 

Nimrod Zalk, the Department of Trade and Industry
deputy director-general heading the interdepartmental
committee looking into ArcelorMittal SA, was not available
for comment, but a spokesman confirmed the committee
was continuing its work. "One of its critical objectives is to
get competition into the market."

Newcastle furnace
failure to cost exports,

manufacturers
Thousands of jobs and hundreds of millions of rands worth of exports

are on the line following the "structural failure" at ArcelorMittal South Africa's
Newcastle plant.

industry news

An ArcelorMittal SA spokesman said the company was
“exploring other sources to augment the supply to meet the domestic customer

requirements during the months that the furnace will be inoperable.”





The world's largest miner by market value delivered a net
profit result of US$23.64bn - up 85.9% from the year
before.

BHP said it expected robust demand for commodities in the
short and medium term, but cautioned over cost increases that
tend to lag the commodity price cycle.

However, fixed-asset investment in China, a major market,
remained resilient, the Melbourne-based company said, adding
that the impact of Beijing's moves to tighten monetary policy
were yet to be felt fully.

Revenue rose 36% to US$71.74 billion from US$52.8 billion.
Stripping out one-time items, underlying earnings before

interest and tax in the latest year was US$31.98 billion, up 62%.
BHP said that the devaluation of the US dollar and inflation

had reduced underlying earnings by US$3.2 billion.
Projects set to come on stream in 2012 include its 1.1Mt/y

Worsley alumina refinery expansion in Australia which will raise
capacity to 4.6Mt/y.

The ramp up of the Alumar refinery, Brazil contributed to a
7% increase in total alumina production for the 2011 financial
year. Metal production remained largely unchanged with all
operations running at or close to technical capacity.

Underlying EBIT was US$266M, a decrease of US$140M or
34% compared with the corresponding period.

Higher prices for aluminium had a favourable impact of
US$559M but were offset by a US$519M increase in costs
associated with the devaluation of the US dollar, inflation and
rising raw material and energy costs.

BHP Billiton
posts record profit

BHP Billiton posted a record US$24 billion profit and it forecast
strong demand for its commodities.
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This is certainly the case of Guestro Casting and
Machining, a foundry that still operates from the same
facility in Benoni South, Gauteng, as did the founding

company African Malleable Foundry. The company has seen 
a number of name changes and amalgamations since its
inception in 1947.

What is surprising is that Guestro Casting and Machining is
one of the few remaining manufacturing operations that have
survived in the stable of Dorbyl Ltd, the JSE quoted industrial
group. The Group was involved in heavy engineering,
shipping,trading, building, transport, automotive components
(Dorbyl Automotive Technologies - DAT) and Guestro was  part
of the DAT grouping. The major activity of this Group was the
supply of components to the automotive motor industry (both
original equipment and aftermarket), locally and offshore.

However the unbundling of the Group up until 2006 saw 
13 local divisions of DAT sold off as well as its US company
Alpine Engineered Products in 1998.

Guestro Casting and Machining's history
Although not complete, the following gives an abbreviated

account of the company's history.
African Malleable Foundries (AMF) was originally

established by Associated Electrical Industries, a company
within the British based group First Electric. The company was
set up to supply grey iron electric motor housings back to First

Electric/Associated Electrical Industries back in the UK.
However the company's key product line was subsequently 
to become branded galvanized pipe fittings. 

Because of the company's involvement in this area it was
instrumental in setting up The Hot Dip Galvanising Association
of Southern Africa (HDGASA) in 1965. Steve Pienaar of AMF
and Walter Barnett of Rietfontein and Isando General
Galvanizers established the HDGASA primarily to provide a
forum for wage negotiations and other legislative matters, as
well as the procurement of zinc, which was not produced at
that time in South Africa. 

The first name change of the company took place in the
mid 1970's when another British Group - Stewarts and Lloyds -
purchased the company.

"I joined the Stewarts and Lloyds Group as General
Manager, responsible for the Group's TPD foundry in
Vereeniging, in 1975", said 'Tubby' Boynton-Lee who was later
to become the MD of the Stewarts and Lloyds Foundry Division.

"I was appointed Managing Director of Stewarts and Lloyds
Foundry Division in 1976,  the Group having previously
purchased  AMF, J & C Malleable Foundry and the RMC
foundry.

"My first task was to oversee the amalgamation of these
three foundries, including merging the two Stewarts and Lloyds
foundries TPD and VOSA Foundry. My second task was then to
implement a modernisation programme at the foundry"
continued 'Tubby'.

"I initially shut down TPD and consolidated it into the VOSA
Foundry, which was located in Lincoln Road, Benoni South
opposite the AMF facility. RMC had already been consolidated
into AMF by my predecessor, Jack Howarth. The VOSA foundry

Guestro Casting and Machining
looking to the future

Any foundry that has origins dating back to the 1940's and is still operating
under the same company name is a rare occurrence in the South African 

foundry industry. In fact there must be less than a handful of those 
companies around and I struggle to list them.

General Manager Dalmari Mc Queen


The 12 ton GF Auto Pour

being pre-heated
Moulds on the GF horizontal 

moulding line
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was subsequently moved across the road to the AMF site."
"These five foundries formed the Stewarts and Lloyds

Foundry Group, hence the name change to SALCAST" 
explained 'Tubby'.

"J&C stands for James and Courtney, two British
entrepreneurs who started the company. The late Terry Ryan,
who subsequently joined Thomas Foundries and later started
Thomas Abrasives, was the maintenance engineer of J&C at
the time."

"J&C, a foundry almost as large as AMF, was located in
Boksburg, and produced most of the Eskom and South African
Railways (Transnet) overhead power line galvanised insulator
caps, as well as the bulk of their overhead  line hardware
fittings. It also produced grey iron rail chairs for the S.A.R."

"TPD was the Technical Products Division foundry, located
on the site of Stewarts and Lloyds Tubemakers in Vereeniging,
supplying, amongst others, the grey casings for the Climax / S
and Lloyds windmills, as well as ductile iron SALVIC clamps."

"Roodepoort Malleable Castings (RMC) was a malleable
iron foundry located in Krugersdorp, owned by Nino Corte, an
entrepreneur in those times. Their primary product was also
galvanised malleable iron pipe fittings."

"VOSA was manufacturing grey iron castings such as valve

components for Valve Makers of South Africa, originally a
British Company, Blakeborough Valves.VOSA was  owned by
Stewarts and Lloyds."

"The five individual foundries together employed some 
3 000 employees."

"The original AMF and J&C foundries produced malleable
iron castings on three foundry lines in each foundry, each line
having four pairs of CT 1 machines. One of the J&C lines
produced grey iron rail chairs for the South African Railways
(Transnet). All melting was by cupola furnaces."

"The malleable iron products at AMF included 400 tons a
month of galvanized pipe fittings."

"Salcast was established to supply three grades of metal
(malleable, ductile and grey iron) at the same time. This
enabled the new foundry to significantly penetrate the
automotive industry, supplying castings in both grey and ductile
iron. The melt plant was capable of supplying - and did ! - up to
300 tons of metal a day to the George Fisher automatic
moulding line, which was installed in 1979, the remaining AMF
CT1 moulding line and the flexible ex VOSA CT3 moulding line. 

"Melting was via 3 x 16 ton, 4000kw mains frequency
induction furnaces, duplexing through a 60 ton channel
furnace, and a 40 ton short coil induction furnace, making it
possible to deliver three grades of metal at the same time. 
The channel furnace only supplied malleable, the shortcoil
furnace either grey iron or ductile iron, depending on the
demand of the automatic moulding line. It was capable of
being drained between shifts, and having the grade changed.
When three grades were called for, one of the melter's supplied
the semi jobbing, ex Vosa grey iron line, which operated on
roller tracks to provide the flexibility called for."

"During the commissioning period, I established an artisan
training facility on the vacant J&C site,  because of the
shortage of skilled personnel that the industry was
experiencing. The tremendous increase in the gold price in the
early 80's resulted in artisans being in great demand, mainly
because Escom and the Railways had expansion projects, and
were even offering housing to attract artisans".

"I left the Group in 1985 after 10 years as MD, having been
instrumental for the modernisation and consolidation exercise." 

The Dorbyl era
Dorbyl Ltd acquired Salcast in 1985 and was positioned

within the Dorbyl Automotive Technologies (DAT) division. By
this time the main focus of the foundry was to supply

Hub patterns in the patternshop The floor moulding section is for the production of castings 
below two kilograms and above 100 kilograms. In a new
development in this area, the foundry has just poured a 

nine ton casting which is currently being analysed. 
Previously the biggest casting was 450kg. The company is 

exploring opportunities in this field for future business

Pre planning is big part of the company's new cost saving drive.
Here you see cores ready for use
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automotive castings both for OEMs and the aftermarket, as
well as the companies within the DAT division. This included
the passenger car market light and heavy commercial vehicle
markets including  trailers.

"An export programme was started in 1998 as a necessity
for survival" said Chris Collins, Salcast's GM at the time. "With
the local economy at a low ebb, automotive sales down and a
potential volume of some 35 000 tons of product a year to sell,
it was critical to gain access to higher-volume markets."

The company had, for the previous 15 years, focused on
the automotive industry locally, and had been particularly
successful in producing safety-critical components and heavy
commercial-vehicle axle assembly parts.

During this period Dorbyl had acquired the machining
companies CPI and Italian Engineering. They were
subsequently merged with Salcast into an integrated casting
and machining operation in Benoni in 2003.

At its height the DAT division employed in the region of 
22 000 people but is now down to approximately 280
employed at Salcast.

Despite the ups and downs of the automotive industry, 
as well as the unbundling of the Dorbyl Group, the foundry
continued to operate. The foundry also saw a name change
take place and in 2003 it was renamed Guestro Casting and
Machining.

New era - Extraction from the passenger car market and
exploring new markets

For the last couple of years Guestro Casting and Machining
has been what the company describes as "extracting itself from
unviable automotive (car) operations and concentrating on the
truck and trailer market."

"This has been part of the first phase of a strategy where
we are starting the rebuilding of Guestro Casting and
Machining" says Roland Röhrs, the CEO responsible for 
Guestro Casting and Machining.

"We have looked at all the costs, efficiencies and
procedures of the foundry and are now in a position to expand
to a R 400 million a year foundry with the current installed
capacity. These expansions will virtually treble our current
turnover and take three years to complete."

"We have also installed a young and vibrant management
team with a will to win that is headed up by Dalmari McQueen
as General Manager." 

"In the second phase we plan to double the site output in
the next 10 years by adding new operations and equipment"
continued Röhrs.

"One of the critical areas for us in our current situation was
to evaluate at what point the company starts to be competitive
and make money. The heart beat of the foundry is to get the
technical and financial centres to work as a co-ordinated team"
said Dalmari.

"When we disposed of our Disa moulding line a few years
ago we should have, in reality, not tried to continue
manufacturing the same mix of castings on our GF line even
though we had the capacity. Our business is about getting
castings out the door as efficiently and effective as possible
and certain products are suitable for one type of line but not
the other.  I am referring to our GF moulding line which takes
up the majority of our current melt production" continued
Dalmari. 

The company has also completed a PLC upgrade whereby 
it now has a controlled system logging all movements, machine

setting changes and pouring information which provides the 
data enabling management to make informed decisions

The company has recently installed a 
Bruker Q8 Magellan spectrograph

A hub being machined on a Doosan Infracore 
CNC machining centre
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"We have now developed a costing model which takes into
account the foundry constraints. This, coupled with the
technical improvements enables us to now be able to drive
forward with improved yields and bottom lines."

"Stand still time on the production line is lost revenue. It is
like the airline companies. The more time their planes spend
on the tarmac the more money they are losing."

"Three years ago our production was at 60 boxes an hour
but today we are averaging 100 boxes an hour with certain

products running at 140 per hour. We have the melt capacity
so there is no reason why we should not achieve these targets."

"At the same time it is no good flying the plane if it is half
empty. The same works for us and we have found that on our
moulding line the break even point is 40 kilogram saleable box
weight. A simple graph has been developed with the saleable
weight on the X axis and the costs on the Y axis which is
constantly used to assess the viability of products. The same
graph is used in training sessions to explain the need to drive
costs down."

"We are also now optimising the use of our boxes and have
introduced measures where pre planning of positioning and
orientation, stacking and combination boxes are all elements of
reducing costs and improving yields. Other cost saving projects,
such as increased line speed and pouring more consistently
and faster, are all helping towards the reduction in operational
costs. We have reduced the costs on our scrap input side
whereby we now source more directly. We have also purchased
a billeting machine so that the input to the furnaces is
optimised."

"We have completed a PLC upgrade whereby we now have a
controlled system logging all movements, machine setting
changes and pouring information which provides the data
enabling management to make informed decisions." 

"These operational cost reduction projects are part of the
continual improvement process but we do not compromise on
quality. Attention to detail on mould preparation, pattern and
bolster maintenance are part of our lives at Guestro which has
reduced the scrap rates and saves on costs" 

A brake drum being machined on a Quaser machining centre 
in the machine shop
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Capabilities
The foundry has four 16 ton

and two 12 ton BBC mains
frequency furnaces and
currently only 10 MVA a month
is used although the installed
power is 60 MVA.

The majority of castings are
manufactured on the GF
horizontal moulding machine
which has a box size 800 x 600
x 400mm and a 12 ton GF Auto
Pour. The castings
manufactured on this line range
between two and 100 kilograms.

The floor moulding section is
for the production of castings
below two kilograms and above
100 kilograms. In a new
development in this area, the
foundry has just poured a nine
ton casting which is currently
being analysed. Previously the
biggest casting was 450kg. The
company is exploring
opportunities in this field for
future business.

Materials cast are Grey iron,
SG  and ADI. SG is produced by
the GF convertor method and
tonnage is up to 2500 tons a
month. The intention is to
double this output.

Presently the company is
manufacturing castings for Bell
Equipment, Hendred Fruehuaf,
Mercedes Benz, Atlantis
Foundries, Eaton, Dana Spicer,
Caterpillar and BPW. 

Guestro Casting and Machining is one of only three
foundries in the world to be certified by BPW Germany to
manufacture hubs for BPW. This contract involves casting and
machining and on average between 800 and 1000 hubs are
produced every month.   

Although the majority of the castings manufactured are for
commercial automotive use, the company does also
manufacture castings for mining, military, railways, earth
moving and general engineering clients and it is in these areas
that they are looking for opportunities. 

The company also employs the Magma simulation software
and can provide complete analysis of the testing and chemical
composition of the castings it manufactures. It is also ISO
9001:2008 certified.

In the machining section the company has 14 CNC turning
centres, five CNC Milling/Drilling centres, which are mainly
used for machining the hubs and drums, and several smaller
machines which are used for various other components. New
machines are currently being investigated on a lease rather
than buy scheme to boost output.

The machine shop also has two CMM machines for
measuring the dimensional accuracy of components.

The future
"Our strategy is to broaden the customer base and product

range as well as being capable of manufacturing small and
large parts economically.  This not only includes the current
metal but also the white irons and steels" said Dalmari.

"It is a continuous process to stay competitive within the
foundry and the base has been set at Guestro. This includes
the reduction in electricity, material and production costs and
optimising and improving our capabilities."

"In the next three years we are planning to double output
and this will be done by the improvements in operational
procedures that we have already put in place, those that we
will be implementing and, actively seeking new business. In the
next 10 years substantial capital investment will be required to
complete the next strategic phase." 

For further details contact Guestro Casting and Machining
on TEL: 011 845 1546

Guestro Casting and Machining have reduced the costs on 
their scrap input side whereby they now source more directly. 

They have also purchased a billeting machine so that 
the input to the furnaces is optimised

Quality is vital when delivering to clients. 
Here you see a BPW Germany hub being

measured on a DEA CMM machine

BPW Germany hubs in the fettling department

Fully machined BPW Germany hub

“It is a continuous process to stay competitive within the
foundry now. This includes the reduction in electricity,

material and production costs and optimising our capabilities.”



South Africa has improved its ranking and remains the
highest-ranked country in sub-Saharan Africa on the
World Economic Forum's global competitiveness index

released on Wednesday. 
"South Africa moves up by four places to attain 

50th position this year, remaining the highest-ranked country
in sub-Saharan Africa and the second-placed among the BRICS
(Brazil, Russia, India, China, South Africa) economies," 
according to the Global Competitiveness Report 2011-2012. 

The report found that South Africa benefits from the large
size of its economy, particularly by regional standards - it is
ranked 25th in market size. 

"It also does well on measures of the quality of institutions
and factor allocation, such as intellectual property protection
(30th), property rights (30th), the accountability of its private
institutions (3rd), and its goods market efficiency (32nd)." 

The report said South Africa's financial market 
development, in which it ranked fourth, was "particularly
impressive" and showed "high confidence in South Africa's
financial markets at a time when trust is returning only slowly
in many other parts of the world". 

"South Africa also does reasonably well in more complex
areas such as business sophistication (38th) and innovation
(41st), benefiting from good scientific research institutions
(30th) and strong collaboration between universities and the
business sector in innovation (26th)." 

This made South Africa the most competitive economy in
the region. 

The country would, however, need to address some 
weaknesses, particularly on labour issues, to improve its 
competitiveness. "South Africa ranks 95th in labour market
efficiency, with rigid hiring and firing practices (139th), a lack
of flexibility in wage determination by companies (138th), and
significant tensions in labour-employer relations (138th)." 

The report said university enrolment rates were too low.
"Efforts must also be made to increase the university 
enrolment rate of only 15%, which places the country 97th
overall, in order to better develop its innovation potential." 

Infrastructure was good by regional standards, but needed
upgrading. 

"The poor security situation remains another important
obstacle to doing business in South Africa. The business costs
of crime and violence (136th) and the sense that the police
are unable to provide protection from crime (95th) do not 
contribute to an environment that fosters competitiveness." 

The report also found that the health of the workforce,
which is ranked 129th out of 142 economies, was concerning. 

Switzerland topped the overall rankings, Singapore was
second, and Sweden was in third position. 

In compiling the report, the World Economic Forum's 
Centre for Global Competitiveness and Performance looks at
the business operating environment and competitiveness of
over 130 economies worldwide. 

South Africa
improves competitiveness

on WEF index

Placed second among Brics
in global competiveness report.
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Several schemes run under the auspices of the 
department have been held up as examples of 
successful attempts to industrialise SA and to 

create jobs.
If the automotive incentive payments are not resolved,

the government's arrears will eventually run to almost 
R1 billion, leaving component suppliers "desperately 
feeling the pinch". While large motor manufacturers can
manage their cash flows relatively easily, for smaller, 
first-tier component manufacturers, the delay in the arrival
of the benefits is a significant problem.

The department has not renewed a contract with the
Automotive Industry Development Centre (AIDC) to consult
on claims submitted by companies under the Productive
Asset Allowance Scheme.

Under the scheme, an automotive company can claim

back 20% of its capital expenditure, with payments 
scheduled at 4% a year over five years. However, claims
need to be checked by engineers and accountants 
- expertise up until now provided by the AIDC.

Trade and industry spokesman Sidwell Medupe 
confirmed there were "contracting problems" with the AIDC
which delayed "the flow of benefits" to industry.

"Efforts to rectify this situation are fairly advanced and
should start bearing fruit within a few weeks. This matter is
receiving urgent attention at the highest level as it may
unduly negatively affect the automotive industry, something
the department will not wish to see continuing" he said.

The department's director- general, Lionel October, said
it was dealing with huge sums of public money, "so we have
to go through the procedures".

AIDC CEO Barlow Manilal said the department had
asked the company to pitch again for the work. Until the
contract was renewed, the AIDC could not continue to work
on Productive Asset Allowance Scheme applications.

The AIDC is widely regarded in the industry as uniquely
capable of performing this function. "I sent my proposal 
(to renew the contract) through at the beginning of the
financial year" Mr Manilal said.

"The Treasury Act allows for the use of a single source 
- it happens. It's an administrative process." 

National Association of Automotive Component and
Allied Manufacturers director Roger Pitot said at least 
20 of the organisation's members were owed R400 million
in payments and there were outstanding payments due to
vehicle manufacturers. 

"Investments were made in good faith years ago, and
the delay (in payments) is a major hardship for these 
companies," Mr Pitot said. Some were "desperately feeling
the pinch."

Matt Gennrich, head of communications at Volkswagen
SA, confirmed that the firm was owed millions of rand.

At the other end of the scale, catalytic convertor 
manufacturer Catler SA's financial manager, Mookesh
Ramkumar, said there was a significant "financial impact"
for his company. He said the Productive Asset Allowance
Scheme was "part of the reason foreign shareholders
decided to invest" in SA.

"If it takes too long to get the money back, it's a 
problem for the shareholders" he said. "It's hard to explain
to foreign shareholders why the government doesn't pay on
time."

David Edwards, CEO of Iquad, which specialises in 
helping small and medium- sized enterprises apply for 
government assistance, said his clients were owed 
R40 million between them, and some of their claims 
dated back to 2007.

Motor parts makers hit hard
by state tender hitch

A bungled tender process at the Department of Trade and Industry
has resulted in the government owing at least R400 million in unpaid

incentive benefits to motor and motor component manufacturers.
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The SAIF will be hosting a visit from Professor Adel A
Nofal, the Professor of Metal Casting at the Central
Metallurgical Research and Development Institute in

Egypt, at the end of October
2011.

Professor Nofal will be 
visiting South Africa, as a guest
of the SAIF, to hold workshops
and technical meetings on the
subjects of diagnosis, causes,
and remedies of defects in 
iron casting, as well as 
austempered ductile Iron.

The professor will be 
visiting both the Western Cape
and KwaZulu Natal to hold
these workshops, as well as
attending the Colloquium at the University of Johannesburg
from the 26th to the 28th of October 2011 as a guest
speaker.

Professor Nofal is a pre-eminent foundry engineer in the
fields of  iron castings, having worked and studied 
extensively in Egypt, Russia, Europe and Japan, as well as

publishing over 90 papers in
his field of interest. His career
stretches back from 1963 and
he remains very active in metal
casting research and training.

In addition, he has been an
active member of the World
Foundry Organisation as well
as having organised many 
conferences in Egypt, North
Africa and the Middle East. 
He has developed several 
successful training courses for
iron foundry technologists.

For further details contact John Davies, CEO of the
South African Institute of Foundrymen (SAIF) on 
TEL: 011 559 6468 or 083 630 2809.

SAIF to host metal castings specialist
from Egypt

Professor Nofal is a pre-eminent
foundry engineer in the fields of
iron castings, having worked and

studied extensively in Egypt, Russia,
Europe and Japan, as well as

publishing over 90 papers
in his field of interest
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The wait is almost over for South Africans to have the
opportunity of visiting a world class motoring and
lifestyle show. The Johannesburg International Motor

Show, which promises to be the best show of its kind ever to
have been staged not only in South Africa but on the African

continent, will be staged at the Expo Centre, Nasrec, from
October 8-16. (October 6-7 are reserved for the media and
VIP visitors).

The previous Johannesburg Motor Show was staged in
2008 and the next of these biennial events should have
taken place in 2010 but was postponed to 2011 due to the
staging of the FIFA World Cup. The legacy of the latter 
tournament is a significantly improved Expo Centre as it was
used as the World Cup Communications Centre and more

than R40 million was spent on upgrading the facility.
The gate hours for the show will be 09:00 - 18:00.

Admission costs will be R80 for adults and R20 for children
from 6-12 years of age.

The show will feature the full spectrum of motoring 

and transport in South Africa, ranging from entry-level 
runabouts to the most exotic sports cars and from small 
pick-up trucks to large trucks and luxurious touring coaches.

There will be more than 30 new model launches and
many of the motor manufacturers will be showcasing the
latest technology and design trends in the form of concept
vehicles.

Small car fans will also not be left out with BMW not only
bringing the new 1 Series to the Expo Centre, but also a 

Johannesburg Expo Centre, 6 - 16 October 2011

From budget runabouts to exotic supercars, current and future works of 
automotive art will be on display throughout the many halls on the site.

Whether you are looking for a new vehicle or simply want to see the stars
of tomorrow, there will be something for the whole family
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number of exciting and
iconic MINI models. The
star of the MINI stand will
be the Paceman Concept,
which blends coupe looks
with Sports Activity Vehicle
functionality and 
traditional MINI go-kart handling and style. It will be joined
by the new MINI Coupe with its unique racing helmet
inspired roof that is sure to win the hearts of many visitors to
the show.

The industry is 
definitely feeling revved
up ahead of the
Johannesburg
International Motor
Show, which usually runs
biennially, but skipped a
year last year because of
the FIFA Football World
Cup. Almost all the 
manufacturers and
importers have 
confirmed their stand
space at the Expo Centre
already, so it promises to
showcase the very best
of the automotive world
as the industry pulls out
all the stops to wow 
visitors with the latest
models and technology
after the doldrums of the
recent economic 
depression.

From budget 
runabouts to exotic
supercars, current and
future works of 
automotive art will be on
display throughout the
many halls on the site.
Whether you are looking
for a new vehicle or 
simply want to see the
stars of tomorrow, there
will be something for the
whole family.

If you are wowed by
big vehicles then what
better place to be than in
the exhibition halls for
the Johannesburg Truck
and Bus show, which is
incorporated in the
motor show. The biggest
and best from the
world's truck and bus
manufacturers will be on
display. Stand in awe as
you look at some of the
biggest trucks or relax in
the first class comfort of
the latest luxury touring
coaches. The Truck and
Bus Show is definitely
going to provide a
glimpse into the future of

transport and logistics in
South Africa.

Motoring is not just
about the vehicles 
themselves though and
for many it is all about the
many different lifestyles

that go with it. Whether you are looking to "pimp your ride" or
you need to convert your Sports Activity Vehicle into an Africa
conquering off-roader, there will be a multitude of exhibitors
on hand to offer you the latest products and the best advice.



Afrox has installed two state-of-the-art OXYGON® 400
preheating systems at Rand Carbide in Witbank,
where they are successfully heating up ladles to a

temperature of 1 200°C using a combination of 
oxygen and LPG. This world-leading technology has 
been developed by Afrox's German parent company, 
The Linde Group.

Afrox applications engineer Gareth Jones says the 
introduction of this new low-temperature flame technology
is a first for Afrox. 

"We're able to supply this pioneering technology as a
total package for fast and fuel-efficient oxyfuel preheating
of vessels up to 50 tons in size - in a kit that is small
enough to fit into the boot of a car," says Jones. "The new
technology offers several distinct advantages. For instance,
compared to air-fuel, oxyfuel allows for fuel savings of 
up to 55% and there is a 25% shorter heating cycle. 
The system is very compact, simple and powerful, yet 
easy to fit on any vessel preheating.

"The flameless oxyfuel promotes a more uniform 
heating method which increases refractory lining life,

reduces the number of vessels in circulation and 
effectively lowering carbon dioxide (CO2) and nitrogen
oxide (NOx) emissions."

Silicon Smelters, the largest producers of Silicon and
Ferrosilicon on the African continent, were the first to use
the OXYGON technology in an operating environment in
South Africa. Says Bennie Bierman - Unit Manager,
Furnaces at Rand Carbide "The OXYGON 400 system 
rapidly heats our 3.5 ton capacity ladles to 1000°C,
frequently in less than one hour. This significantly saves
fuel and increases ladle availability. In addition, the 
system is fully automated and one press of a button 
is all it takes to get ladles to the desired end 
temperature".

Within the metals production industry various types
of vessels and runners are used to transfer hot, 
liquid metal between melting and casting operations.
Typical examples are ladles, converters, tundishes, 
runners and pouring chutes. These vessels and runners

have ceramic lining of different types and quality that
requires preheating to minimise refractory wear and to
secure the right metal quality. 

Preheating temperature is based on optimisation 
factors such as fuel economy, refractory lifetime, refractory
quality and liquid metal temperature, as well as the vessel
design and tapping system used. 

"The issue of reducing greenhouse gases emission,
such as from CO2 and NOx, is not only an environmental
concern, but also an economic aspect of modern metals
production," says Jones. 

"Flameless oxyfuel combustion in preheating of various
vessels, such as ladles, AOD converters and tundishes has
long since been proved to be an efficient method of cutting
heating times, improving fuel economy and extend vessel
refractory lining life. The OXYGON® 400 system now makes
this energy-efficient preheating application available for
use in smaller vessels and runners, targeting for example,
foundries and micro steel mills. To further improve the 
performance, flameless oxyfuel is applied. Flameless 
oxyfuel combustion technology is uniquely designed to

boost capacity, reduce fuel consumption, improve 
temperature uniformity and reduce emissions."

Combustion occurs under a diluted oxygen 
concentration as flue gases are mixed into the combustion
zone. This slows down the oxyfuel combustion reactions
and results in lower flame temperatures, which are below
the point at which thermal NOx is created. 

The mixing of flue gases into the flame also disperses
the energy throughout the entire vessel for a faster and
more uniform heating. The dispersed flame contains the
same amount of energy, but with a much more effective
heat distribution.

The overall result is a more homogenous heating, 
a further decrease in fuel consumption and reduced 
NOx emissions. The OXYGON® 400 preheating system
works in a flameless mode with only the pilot flame 
continuously visible.

For further details contact Gareth Jones of Afrox on
TEL: 011 490 0400

Afrox installs
state-of-the-art vessel
preheating systems

at Rand Carbide

“We're able to supply this pioneering technology as a total package
for fast and fuel-efficient oxyfuel preheating of vessels up to 50 tons in size -

in a kit that is small enough to fit into the boot of a car.”
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Zimalco MD Willie Willemse, S. Dhlamini of the SABS and
Garry Munn, Zimalco Technical Manager

Zimalco achieves
safety accreditation

Zimco Aluminium (Zimalco), one of Africa's largest 
manufacturers of secondary aluminium products, 
specialising in the production of aluminium foundry alloys,

powders, master alloys and deoxidants, was awarded its OHSAS
18001:2007 accreditation in July this year.

"Customers now have formally documented assurance that
the company operates to recognised standards in the area of
occupational health and safety throughout the company" said
Gary Munn, who was responsible for implementing and 
maintaining the standard.

"We started implementing the standards in 2010 when 
we employed a HIRA - Hazardous Identification and 
Risk Assessment - programme and passed our first audit in
September last year" Munn continued.

"The commitment from the company and the staff, timing,
awareness and targets achieved were all important factors to
us attaining this status."

"The company had been ISO listed since 1989 and together
with this latest accreditation it provides valid evidence that
Zimalco products and services meet and comply with 
recognised international quality, environmental, health and
safety standards."

The standard gives requirements for an occupational health
and safety management system, to enable an organisation to
control its occupational, health and safety (OH&S) risks and
improve its performance.

OHSAS 18001 has been developed to be compatible with the
ISO 9001 (quality) and ISO 14001 (environmental) management
system standards, in order to facilitate the integration of quality,
environmental and occupational health and safety management
systems by organisations, should they wish to do so.

The OHSAS 18001 standard was created via a concerted
effort from a number of the world's leading national standards
bodies, certification bodies, and specialist consultancies. A
main driver for this was to try to remove confusion in the 
workplace from the proliferation of certifiable OH&S standards.

Essentially, OHSAS helps in a variety of respects. It helps
minimise risk to employees, improve an existing OH&S 
management system, and demonstrate diligence, 
gain assurance and the benefits can be substantial.

Zimalco, which employs more than 150 people, is a global
scale secondary aluminium producer specialising in SUPRAL
Foundry Alloys, Master Alloys, Deoxidants and SUPRAMEX
Powders. 

For further details contact Zimalco on TEL: 011 914 4300
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The high-tech surveillance 
cameras can operate in total
darkness to identify cable

thieves and alert the SAPS about a
crime that is in progress. The 
cameras can follow fleeing 
suspects and direct the pursuing
officers to their hiding places.

The Managing Director of 
Carl Zeiss Optronics, Kobus Viljoen,
says the locally developed system
can help to combat incidents of
cable theft such as those that
stopped the Gautrain in its tracks
twice in one week. 

"Most local authorities have to
deal with cable theft that disrupts
the delivery of power to residents
and causes millions of rands of
damage to infrastructure. Our 
technology can pick up the 
criminals, monitor their movements
and direct the police to the scene
while the crime is in progress,"
says Viljoen.

"It is a highly effective 'eye-in-the-dark' that enables the
police to monitor cable theft hotspots at any time of the
day or night without the suspects being aware that they are
being watched."

The system is already implemented successfully in 
Port Elizabeth where some 27 criminals have been 
arrested and syndicates smashed with the help of the 
vehicle that locals call the "mobile gadget."

Andre du Toit, assistant director: security services of
the Nelson Mandela Bay Metropole, says the technology
has become an indispensable part of law enforcement in
the city. In addition to cable theft it is also used to monitor
abalone poaching along the coastline and even picked up
assaults in progress in thick darkness.

Because of the distances the state-of-the art cameras
can see, the culprits do not have any idea that they are
being observed and should they try to run away from the
scene of a crime the thermal cameras pick up their body
heat even if they are hiding in dense bush.

Viljoen says the infrared cameras have been developed
by Carl Zeiss in Germany, the world's leading manufacturer
of optical products such as binoculars and high-quality
lenses. In Europe these cameras are being deployed in 
border-control environments.

At Carl Zeiss Optronics in Centurion the cameras are 

fitted into a customer specified 4x4 vehicle to create a
Mobile Surveillance Vehicle with the capability to operate
in most terrains and under adverse weather conditions. 

The Mobile Surveillance Vehicle features state-of-the-art
sensors, including a daylight CCD camera - with a 
36x zoom lens, a high-resolution thermal imager for night
surveillance and a laser rangefinder to pinpoint the 
intruder's position.

The sensors are mounted on a mast, which protrudes
from the roof of the vehicle like a periscope on a 
submarine. The turret can be rotated through 360 degrees
and be elevated and from +45 degrees to -45 degrees.
Under optimal conditions the system can detect and record
action over a distance of more than five kilometres. 

The system is controlled by operators sitting inside the
vehicle who can communicate directly with the law 
enforcement agencies and response teams. The operators
monitor the video image from the sensors.  Any suspicious
activities get displayed on a digital map to aid reaction
forces to locate suspects.  Video footage can also be sent
to a central control room for remote observation.

"This is a world-class locally developed system that can
also be exported to other countries and utilised for a wide
range of applications such as combating illegal poaching
and border surveillance," says Viljoen. 

Local technology company, Carl Zeiss Optronics, has developed a
roving surveillance vehicle that can detect cable thieves over a distance

of more than three kilometres - and record evidence that can be used
to put the culprits behind bars.

“Eye-in-the-dark” can see cable thieves
over a three kilometre distance



Measurement engineering specialist,
Endress+Hauser, will in the future be well placed 
to offer its customers even better support in 

issues relating to energy efficiency. As of 1 July 2011, 
the Endress+Hauser Group will take over a majority 
share of the German consultancy company Systemplan.
Systemplan will bring a wealth of experience in measuring,
charting, analysing and sustainable optimising energy flow
in both plants and offices.

For the majority of companies, energy efficiency is on
top of the agenda. "Hardly any other investment pays off 
so quickly," states Michael Ziesemer, Chief Operating
Officer of the Endress+Hauser Group. As a consequence 
of the debate on renewable energies and preventing 
climate change, the topic has also gained a political
dimension. "Energy efficiency is not only the most effective
but also the most economical way of meeting the 
internationally agreed objectives for carbon dioxide 
reduction," reports Michael Ziesemer. 

Endress+Hauser is already supporting its customers 
in this field. "With our energy monitoring solutions, 
we help to record and monitor energy flow," explains
Michael Ziesemer. "And of course we have extensive 
knowledge of our customers' applications." Systemplan
rounds off this range of services: "Our strength is in 
giving advice that takes full cost optimisation into
account," says company founder, Michael Hager. 
"We help in the analysis of energy flows, identifying 
the measures required to effectively reduce energy 
consumption."

Systemplan was founded in 1998 and employs 
about 25 people, supported by free-lance staff. 
Systemplan is a partner in the E-Energy Research Project
promoted by the Bundesministerium für Wirtschaft,
(German Federal Ministry of Economics), under which 
new energy initiatives are to be tested and implemented 
in pilot regions. 

Endress+Hauser will initially own 60 percent, 
while the remaining shares to be transferred at a 

later date. 
Michael Hager 
will continue to 
head the company 
as Managing Director
and will report 
to the management 
of the
Endress+Hauser
Group in Reinach,
Switzerland.

For further 
details contact
Endress+Hauser on
TEL: 011 262 8000

Increased
competence in

energy efficiency

“Energy efficiency
is not only the most
effective but also the
most economical way

of meeting
the internationally
agreed objectives

for carbon dioxide
reduction.”
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DCD-DORBYL subsidiary Isivunguvungu Wind Energy
Converter (I-WEC), a manufacturer of multi-megawatt
class wind turbines, has called for clarification on the

Department of Energy's threshold for local content for onshore
wind renewable technologies, saying it is "unexpectedly low".

Rob King, MD of DCD-DORBYL, says in anticipation of
future participation in the manufacture of components for wind
energy enterprises, as well as nuclear power plants, the Group
has made a massive investment into technology and skills.

"In terms of wind energy technologies alone, we have
invested R75 million to create local capacity to produce wind
turbines, not only to world class standards, but to the 
state-of-the-art in the global wind energy technology field," King
says. "DCD-DORBYL is capable of manufacturing the complete
wind energy converters for onshore wind energy technologies
with a local content of more than 60% - more than double the
target that appears to be stipulated in the adjudication of the

Department of Energy's request for proposals documentation.
"We have approached the Department for clarification to

determine if benefit will be given to tenders with higher local
content than the target set."

"We believe in the future of the South African wind energy
sector, and the significant investment we have made in order to
participate in this exciting new industry bears this out. In fact,
the more we look at the value chain associated with wind 
turbine manufacture, the more opportunity we see for 
industries other than ourselves to benefit. We want to be a 
willing partner with government to establish a successful wind
energy sector and in so doing, create much-needed jobs." 

I-WEC was founded during 2009 in Cape Town, to 
manufacture 2,5 MW wind energy converters. A wind energy
converter comprises a tower base, an 80 metre tower, a wind
turbine unit and three blades per turbine, each 50 metres in
length.
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DCD-DORBYL calls for clarification
on local content target for

wind renewable technologies
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The engineering and design of the turbines is in accordance
with the proven and certified technology provided by Aerodyn
Energiesysteme GmbH in Germany, a leading specialist in wind
energy conversion technology. I-WEC has acquired licences and
technology transfer agreements from Aerodyn to manufacture
2,5 MW wind turbines and rotor blades and will manufacture
the blades in a new dedicated facility, assemble the wind 
turbine units in an existing facility and fabricate the steel 
towers completely within its various plants. I-WEC's complete
manufacturing operation is complemented by in-house 
erection, operating, service and maintenance facilities.  

This will make I-WEC the first South African manufacturer of
multi megawatt wind energy turbines including rotor blades.
The company is an active member of the South African Bureau
of Standards Working Group for the Adoption of International
Wind Energy Standards (International Electrotechnical
Commission [IEC] standards).  

I-WEC is currently demonstrating to representatives of
Aerodyn and an independent German authorising body that it is
capable of erecting and commissioning a wind turbine, using a
first-of-production (in South Africa) wind energy converter. The
wind energy converter complies fully with the stated technical
requirements of the South African Department of Energy. 

Once this localisation certification is in place, personnel will
be trained in the operation and maintenance of the turbines,
as part of DCD-DORBYL's Private Benefit Organisation, in which
DCD-DORBYL has made an investment of R35 million into the
training and development in selected industry sectors. 

I-WEC estimates that in the medium term it will be able to

create about 400 permanent jobs within the operation.  
I-WEC has also initiated a discussion with the German 

government in regard to the possible establishment of a rotor
blade manufacturing training facility to equip local people with
the new skills required to participate in this new sector and
provide them with recognised certificates of competency. The
objective is to train not only the artisans required by I-WEC, but
to supply the industry with much-needed skilled and certified
individuals.

The certification of the local production processes required
to manufacture the 2,5 MW wind turbines is the final stage in
the lead-up to full scale manufacture by the end of 2011. 

The first 2,5 MW wind turbine will be completed in 
February 2012 and five more will be assembled over the next
15 months. Thereafter production will begin in earnest at the
rate of 50 units per annum in year one, 100 units in year two,
ramping up to an ultimate output of 200 wind turbine units per
annum for the local and international wind energy conversion
markets.

DCD-DORBYL is one of the largest manufacturing concerns
in Africa and a respected industry leader globally. The group
comprises three divisions: Rail & Defence, Mining & Energy
and Marine. All three divisions compete across the full 
spectrum of the South African steel industry, with world-class
manufacturing facilities that comply with the highest 
international standards and accreditations. Approximately 75%
of all products manufactured by group companies is exported.

For further details contact Rob King of DCD-DORBYL (PTY)
Ltd) on TEL: 016 428 0000 or visit www.dcd-dorbyl.com
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Producing cores gets more complicated all the time. In
addition to the increasing complexity of casting
designs that require more sophisticated data 

collection and management capabilities, the constant
changes in emissions regulations and binder chemistry,
that demand compliance as well as flexibility not to 
mention the equipment, maintenance, power, and labour
costs of operating a core room, foundries that produce
cores have an increasingly demanding task on their 
hands - but one that is essential to their business 
strategies. Not surprisingly, in addition to seeking more
advanced coremaking technology and equipment, many
foundries are taking advantage of custom core supply
arrangements.

Realising this potential, Greg Culverwell and partner
Sinclair Perry, purchased the assets of Vanco
Patternmakers in October 2007. "The business was part of
a deceased estate and I knew the family. Sinclair and I had
worked together in an engineering business before and
when this opportunity arose we decided that with a little bit
of effort we could develop and expand the business. The
company's primary area of business was patternmaking
and core box manufacture and it was only dabbling on the
coremaking side" explained Culverwell.

"Although patternmaking and core box manufacture still
form an integral part of the business it is the coremaking
side that we have grown and evolved into a specialist 
coremaking shop" continued Culverwell.

Above: One of the 15 litre automatic core making machines

Brake shoe flats, red oxide cores Coated cores - brake shoe towers 
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New company name
"Although we are still

operating from the same
location, as we had only
purchased the assets of
the business we decided
to position them in a
dormant company of
mine. Hence the name,
Arcoplate (Pty) Ltd."

Arcoplate, which is
located in Benoni South,
Gauteng, works a 
double shift and
employs 25 staff. 
The company uses four
different sands to 
manufacture the cores
for clients, namely 
silica, chromite, 
red oxide and zircon. Currently it is using 30 tons a week of
silica sand and four tons a week of chromite sand.

"Our cores are manufactured using the cold set systems
or shell/resin coated sand systems. We can handle cores
up to 60kg maximum."

"The manufacturing of iron, steel and non-ferrous 
castings is achieved using a variety of casting process
designs, and most of these involve the use of sand cores
which form the internal shape of the casting. A good quality

casting requires a good
quality core. Dimensional
stability, uniform density,
strength, hardness and
permeability are some of
the characteristics that
need to be controlled. 
A good core must have
sufficient strength and
hardness to be handled
and to resist during the
pouring of liquid metal.
Sufficient permeability is
also necessary for the
escape of gases 
generated during the
casting process."

The manufacturing of
sand cores is commonly
made using chemically

bonded sands in several distinct stages. First sand grains
are coated with a binder or resin. The coated sand is then
placed in the sand magazine of the core shooting machine.
The release of a high pressured air cartridge "blows" the
sand from the sand magazine into the blowing plate and
shooting nozzles to fill a core box at high speed. The shooting
process only takes a fraction a second depending on the
core size. Finally, a catalyst or hardening gas is passed
through the core box to harden and cure the sand."

Core shooters with metal inserts





32 castings sa vol 12 no 3 October 2011

Chrome sand cores Zircon and silica sand cores

"Core blowing processes are classified depending on
the type of binder and gas used. In the cold box process, in
production since the 70's, phenolic urethane binders are
used together with amine which acts as a catalyst during
the gassing stage. In the Betaset and Novanol processes,

respectively methyl formate and CO2 react chemically with
the alkaline phenolic binder to obtain the core hardening.
Other types of core blowing processes exist, most notably
the hot box process, in which the drying of the binder 
provides the necessary core hardening. In this case, heat is
used to evaporate the water from specific binder resins
removing the need for gassing and reducing the use of 
hazardous chemicals."

"To allow for the air or gas to escape during the blowing
and gassing stages, air vents are necessary and need to be
positioned at various locations inside the core box. Finally
ejector pins are necessary to extract the sand core from
the core box. Ejector pins (as well as core box parting lines)
often provide additional air venting."

"Currently we have eight automated coreshooters in
operation with two others that are presently being 
refurbished and modernised. The machines range from
three litres up to 25 litres."

"The typical components that we make cores for are too
many to mention but we can boast that we are supplying to
most of the major foundries including Scaw Metals and the
Transnet foundries in Koedoespoort and Bloemfontein." 

"Although we struggled initially, the business has more
than doubled in the last 18 months. Foundries have been
through tough times in this period and have been looking
to cut costs wherever possible. With core making being a
specialist but essential process of the casting business,
they have come to realise that outsourcing this niche 
operation is far more cost effective."

"We also add value in that we have in place a quality
system to check the integrity of the cores; can position the
cores in the moulds for the clients and can maintain their
patterns for them. All of which are important areas of the
process that can have downtime in a foundry and a 
draining of resources."

Aluminium castings
"Although not the principal focus of the business, we

are also manufacture aluminium castings. Included in the
assets we purchased were two furnaces - one 250 kilogram
furnace and the other one a 75 kilogram. We use the sand
and lost foam process and we typically cast in LM25 andCores made of silica sand - liquid chambers

“The typical components that we make cores for are too many to mention
but we can boast that we are supplying to most of the major foundries including

Scaw Metals and the Transnet foundries in Koedoespoort and Bloemfontein.”
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LM6 up to 50kg. Daily melt capacity 
is 250kg and we have cast up to 
six kilograms a month. Typical 
products are truck spares and 
machine parts and we are able to 
supply machined components via 
an associated company."

"Going forward we are looking to
encourage foundries to outsource their
core making requirements so they can
concentrate on melting metal" 
concluded Culverwell.

For further details contact Arcoplate on 
TEL: 011 420 1337Chrissie and Camille Campbell, Greg Culverwell and Brian Mtshali

A general view of the core shop



Overall customer enquiries increased by 80% from the last
GIFA show in 2007 with specific requests for follow-up
actions from customers in 77 countries.

Foseco was one of the largest exhibitors at GIFA with a
stand of almost 1000 m2. Representatives from all major 
operations around the world were in attendance.  Many 
customers took advantage of the
opportunity for an intensive exchange
of experience with Foseco's global
team of foundry experts.

Customer interest was especially
high in the novel technologies on 
display at the Foseco stand such as the
INITEK process, a novel treatment for
the manufacture of cast iron with
spheroidal graphite that improves 
metallurgical properties, significantly
reduces Mg alloy addition and 
facilitates the reduction of furnace and
pouring temperatures.

Customers also expressed a great
interest in Foseco's HOLLOTEX range of innovative running and
gating system components; the latest advances in aluminium
metal treatment technologies using FDU, MTS and ALSPEK H;
the new generation of energy saving ENERTEK crucibles for 
aluminium melting; ITACA thermal analysis; and state-of-the art
Coating Preparation Plants for optimising the application of

refractory coatings.
Foseco was the main sponsor of the World Technical Forum

and presented two technical presentations entitled
"Experiments and modelling of rotary degassing for aluminium
foundries" and "A new process for the ductile iron foundry melt
shop."  In addition, Foseco published a total of 13 new 

technical articles in its "Foundry
Practice" magazine.

According to the press release of
the Düsseldorf trade fair company, a
new exhibitor and visitor record has
been achieved: "The quartet of 
technology trade fairs GIFA, METEC,
THERMPROCESS and NEWCAST closed
right on target after five trade fair days
in Düsseldorf. The trade fairs posted
new records both in terms of exhibitors
and visitors. 1,958 exhibitors from
throughout the world met with 
79,000 visitors from 83 countries."

"The increased number of visitors
at the Foseco stand reflects the continuing positive trend in the
revenue growth and production rates of our customers. GIFA
has taken place at the right time. We were visited by a lot of
international customers who expressed intentions to purchase.
The atmosphere was fantastic," said Heinz Nelissen, 
CEO Foseco Germany.
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international news

Foseco enjoyed its best ever GIFA show, the 12th International foundry trade fair 
in Düsseldorf, with record numbers of visitors to its stand.
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The Steel Market Development Institute's Wheels Task
Force plans to develop a lightweight high-strength steel
wheel with a cost-effective design and manufacturing

process. The group includes executives of a number of 
integrated steelmakers, automakers, and wheel manufacturers
like Accuride, Hayes Lemmerz, and Topy America, among others.

The Wheels Task Force will explore opportunities to reduce
weight and cost compared to traditional steel and cast 
aluminium designs. The project leaders say they will develop
"the lightest weight steel wheel structure design that will be
complemented with state-of-the-art styling." 
The results are expected later this year.

The SMDI is a business unit of the American Iron and 
Steel Institute. Its mission is to "grow and maintain" steel usage
in various markets (automotive, construction, container) by 

developing strategies for cost-effective applications. It also
identifies "new growth opportunities" for steel in emerging 
markets.  

"This project is a great opportunity to demonstrate the 
benefits of steel wheels, including the ability to help lightweight
a vehicle beyond its structure," explained Nucor Corp. 
metallurgist Jackie Stachowski, who chairs the Wheels Task
Force.  

"Steel has made progress in recent years in the automotive
wheels market," Stachowski continued. "With the advantage of
the new lightweight high-strength steels, we hope to develop a
steel wheel that automakers and consumers will find even
more competitive in terms of weight, cost and design, which 
we anticipate will further increase the market share of steel
wheels."

Team aims to develop
“Lightest Weight” steel wheel

SMDI task force will deliver cost-effective, stylish design
for automakers.
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After eight successful editions, METEF-FOUNDEQ, the
biennial show regarded as one of the world's most 
reputable fairs for the aluminium, technological metals,

and foundry sector, moves to the Verona Exhibition Centre.
The 2012 edition will be held on 18-21 April at the trade fair
complex located in Verona, a most suitable venue to match
METEF-FOUNDEQ's international growth and to consolidate its
role as the top reference fair, in particular for Southern
Europe and the Mediterranean basin.

The Verona trade fair ground covers 350 000 m² 
distributed in 12 pavilions, with 12 000 car parking spaces, 
a Convention Centre with 8 halls which may seat from 
20 up to 600 people, and has a representative network in 
22 foreign countries.

Focus on 2012 edition
Believing in the effectiveness of differentiation, 

METEF-FOUNDEQ has researched and will provide customised
solutions for exhibitors, targeted services, and different and
effective instruments to promote and realise concrete 
opportunities for demand and supply to meet at an 
international level, in the belief that an international event
must be able to meet the diverse and varied needs of 
operators. Among these, in 2012 exhibitors will be offered a
special "business to business" service of trade matching,
which, through custom appointments arranged between 

suppliers and 
customers, aims
to promote and
establish contacts
with the top-class
visitors, the most
qualified buyers
visiting the 
exhibition.

There will also
be great attention
given to technology
transfer through
round tables,
technical forums,
and seminars. The
2012 edition of
METEF-FOUNDEQ
will host 
numerous conferences and seminars of a technical-commercial
nature with presentations by industry experts on the latest
innovations in the aluminium and metals industry. 

Among these are the 1st edition of the International
Extrusion Forum and the Metef Innovation Award which,
thanks to its success in 2010, will also be repeated in 2012.
An initiative appreciated by exhibitors and visitors alike for

the high value of its technical
content, the Award will once
again highlight the most 
significant technological 
innovations presented by
exhibitors. 

Social events and shows
have been scheduled to
entertain exhibitors and 
visitors as well, offering some
fun time amid full business
activities during and after the
trade fair. Amid these, do not
miss the Metef Golf tournament,
one of the most anticipated
events for golf enthusiasts.

The 2010 edition had over
500 exhibitors (375 from
abroad) and more than 
15 000 visitors. There were
also 30 foreign delegations
that visited the event from the
major countries of business
for the metallurgical industry.

For further information
visit www.metef.com or
www.foundeq.com

METEF-FOUNDEQ
chooses Verona, Italy

The next edition will be held at the Verona Exhibition Centre
on 18-21 April 2012.

Exhibitors will be
offered a special

“business to business”
service of trade matching,

which, through
custom appointments

arranged between
suppliers and customers,

aims to promote and
establish contacts with
the top-class visitors
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Renault, Boulogne-Billancourt, France, announced it
will invest about $120.5 million in its Fonderie de
Bretagne, Caudan, France, to make the facility more

competitive and ensure its longevity. 
According to a press release issued by the company,

Renault has put about $55 million in the facility in 
the last three years and will make the additional 
$120.5 million investment over the next six years. The
company said more than 400 jobs will be retained due to
the investments. 

Renault said the money will be used to install a new
production line with a capacity of 40,000 metric tons 
per year to replace an existing line that currently accounts 
for 70% of its business. The new line also will give 
the company the ability to produce ductile iron castings,
including chassis parts (stub axles and arms) 

and powertrain parts (crankshafts and differential 
casings). 

"This investment project confirms Renault's industrial
anchor in France, consistent with [our]…industrial 
strategy," said Gérard Leclercq, the company's 
executive vice president of manufacturing and supply
chain. 

Renault said investments also will be made in 
improving safety and working conditions (roofs, 
heating, extraction and gantries), quality (test systems) 
and environmental preservation (soil, air and water 
protection). The company plans to begin a study phase 
for the new projects in 2012, followed by substantial 
investment in 2013 and start-up of the new line in 
2014. It expects the line to be up to full capacity by 
2015. 

Car maker Renault
to invest more than $120 million

in casting plant
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The general economy in the region is now growing fast
after a slow-down, as with much of the rest of the
world, in 2009.

The automotive industry is developing at quite a pace
but the local currency is strong against the US Dollar 
with the Brazilian government implementing some 
programmes to assist with the country's economic 
growth.

Although the automotive industry is enjoying a boost,
the foundry industry, which had witnessed parallel growth
rate until 2006, is not growing at the same level. This is in
part due to the fact that auto makers are importing 

castings in to the region from other developing countries
and the local foundry industry is more focussed on the
mining industry, with around 85% of castings from 
Brazil supporting this industry. In terms of the auto 
industry itself most of the cars produced in Brazil are 
destined to remain in South America.

Iron foundries dominate the region with only a 
few aluminium casting facilities. The region has also 
been suffering from the effects of a 14% import tax 
for raw materials because of a lack of local producers.

The infrastructure in Brazil is growing fast and the 
railway industry is seen as a growth sector as the network

is developed in the build up to the 2014 FIFA World Cup
which will be held in the football-mad country.

Whilst the automotive industry is mainly based in 
Brazil and Argentina with aluminium foundries gravitating
to these regions, copper is widely used in Chile and there
is a significant market for gold and silver in Peru, Chile and
Argentina.

The entrepreneurial nature of the South American 
people is seen as a real advantage, but one of the 
challenges for the coming years will be how to keep the
economy stable. Inflation is a prime objective in Brazil as
the government strives to hold consumption over 

concerns about the future.
Edvaldo Silva who is responsible for South America

sales for Morgan MMS told Foundry Trade Journal: 
"There are some good quality products in South America
but the cost of manufacturing is growing. Expectations are
that three million cars a year will be produced in the 
region. The exchange rate favours imports so many 
companies are importing from China. The cost of labour 
is also high but foundries are investing in equipment 
and new technology and the economy is strengthening. 
It is a growth area and many people are moving from the
US and Europe to set up business there.

South American foundries
to score with World Cup

With one of its largest countries forming part of the BRIC nations, South America
looks set to play an increasingly important role in the global cast metals industry,

both in terms of consumption of castings and production of them.

Toyota Motor Corp. has announced it plans to install
aluminium casting and machining lines at its auto
parts manufacturing joint venture Toyota Kirloskar

Auto Parts Pvt Ltd, Bidadi, India. 
The lines, expected to be operational by early 2014, 

are to be installed at the Indian division's new engine
plant, which is scheduled to start operations in the 
Fall of 2012. The installation will require an additional
investment of approximately $185 million, as well as the
hiring of new employees. 

The India-based manufacturing facility produces manual
transmissions for IMV2 series vehicles produced in India,
Thailand and Argentina. In addition to engines, TKAP is
scheduled to start producing transmissions in early 2013.
Exports of the transmissions are also planned. 

According to a press release, Toyota intends to add the
casting and machining capacity in response to higher
demand than expected for several models: the Innova, the
Fortuner and the made-for-India Etios sedan and 
Etios Liva hatchback.  

Toyota adding casting lines
to joint venture in India

“There are some good quality products in South America but the cost
of manufacturing is growing. Expectations are that three million cars a year

will be produced in the region.”
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When one of the largest gold mining companies in
the world first approached Inductotherm Corp., an
Inductotherm Group company, for their upcoming

project in South America, they knew they wanted to smelt
more gold per batch than had ever been done before. And
Inductotherm was eager to assist them in making their
vision come true. 

First, Inductotherm had the task of locating the 
largest silicon-carbide crucible commercially available on
the market. Once the company knew how large the 
furnace could be, Inductotherm got to work and began
designing three induction melting systems to meet their
needs. 

The three 5 metric ton induction Steel Shell Furnaces
will be powered by three 750 kW VIP® Power-Melt®

Systems and these, along with a variety of ancillary 

equipment, completes the melt shop. 
Inductotherm Corp., one of 40 companies comprising

the Inductotherm Group, is the worldwide leader in 
induction technology and designs and manufactures the
most advanced induction melting, heating, holding and
pouring systems for virtually all metal and material 
processing. 

As a multi-technology global organization, 
Inductotherm Group serves the thermal processing 
industry by manufacturing and marketing a diverse 
range of products and services, some of which include
Inductotherm induction melting systems, Inductoheat 
and Radyne induction heating equipment, Thermatool 
pipe and tube welding equipment, Bricmont furnaces 
for steel, and Consarc vacuum melting and refining 
systems. 

Inductotherm Corp.
ships the largest gold smelting 
induction furnaces ever made



Allied Mineral Products Inc. inaugurated a new 
operation in China earlier this year. Allied Mineral
Products (Foshan) Co. Ltd. (AMF) started up on 

July 4 in Foshan, Guangdong province. The company said
its new plant supports a "commitment to provide superior
refractory products, service, and technology to customers
in China and throughout Asia." 

Columbus-based Allied Minerals develops and 
manufacturers a range of refractory products for molten
metal handling, including castables, dry vibratables, 
wet rammables, precast shapes, brick/mortar, as well 
as gunning materials, and installation equipment, 
stirring devices, and other related products. Its customers
are manufacturers in the metalcasting, primary metals 
(steel and aluminium), forging, and commercial 
heat-treating sectors. 

The company's refractory brands include Matrix
Refractories, Chicago Fire Brick, and American Precast
Refractories. 

The AMF plant and the continuing operation at Tianjin,

Allied Mineral Products (Tianjin) Co. Ltd. (AMT), will 
manufacture refractories and other products for 
customers in China and Asia.  Sales and customer service
for China will continue to be handled by AMT, while 
sales and customer service for international customers 
will be provided through the Asia sales and support 
team. 

Allied Mineral Products
opens new China plant

Refractory manufacturer to supply customers in Asian markets.
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The Association of the Aluminium Recycling
Industry (VAR) and the Organisation of
European Aluminium Refiners and Remelters

(OEA) are holding a competition for aluminium 
pressure die casting together.

They will be supported by the Verband
Deutscher Druckgießereien (Association of 
German Pressure Die Casting Works) and the
Expert Committee for Pressure Die Casting of the
Bundesverband der Deutschen Gießerei-Industrie
(BDG) (Association of German Foundrymen). 
This competition wants to show the high quality 
of aluminium pressure die casting to the 
public.

A qualified panel of Judges from research and
practice will review the entries and make their
awards. The main criteria for judging the entries 
are casting quality and the suitability of the 
construction for pressure die casting. In addition,
the entry must show how the use of this casting
influences the application of recycled aluminium.
The winners will receive the jury's decision in 
writing. 
The Judges decision will be final.

The three winning entries selected by the judges
will be awarded certificates. Other commendable
castings can get a special honourable mention. 
The awards show for the best will take place on the
occasion of the EUROGUSS Exhibition to be held
from 17 - 19 January 2012 in Nuremberg.

The announcement including conditions of 
entry and registration form can be found at 
www.aluminium-recycling.com

International
Aluminium-Pressure

Die Casting
Competition 2012
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Morgan Molten Metal Systems (MorganMMS) 
featured its Z2 Syncarb crucible as a part of its
multi-product booth exhibit at GIFA. The 

Z2 Syncarb, which offers significant advantages in energy
efficiency, higher thermal conductivity and other 
performance advantages so critical to the melting process. 

The Z2 Syncarb is a high pressure, isostatically pressed
clay-graphite crucible that achieves optimal life when 
melting copper and copper alloys and in induction furnace
applications. At the same time, several applications have
demonstrated that the new Z2 Syncarb performs 
exceptionally well in zinc distillation operations as well,
where a common mode of crucible failure is corrosive
attack from the Zn vapors. 

"We've
experienced
a very 
dramatic
improvement
in average
crucible life
with Z2 
crucibles 

versus other
products used
in the past,
nearly four

times the life in
fact," said

MorganMMS customer, 

Carl Bednark of
MetalTek
International.
"We expect the
Z2 Syncarb to
have a major
impact on our
operations." 

A number of
popular
MorganMMS 
crucible brands
were on display
in its booth at
GIFA. Also, 
complementing
their extensive
line of crucibles
was a large selection of foundry products that enhance
metal quality while eliminating impurities. The MorganMMS
booth also featured its highly efficient degassing rotors
that are outlasting competitive products by a factor of at
least 2:1. These rotors assist in removing hydrogen and
undesirable contaminants from molten metal, thereby
improving strength and surface finish properties of the
castings. 

For more information on Morgan Ceramics and its wide
range of products for thermal processing applications see
www.morganceramics.com or contact Morgan Thermal
Ceramics South Africa on TEL: 011 815 6820/25 

MorganMMS spotlighting
Z2 Syncarb crucible

product review

Foseco presented new
ALSPEK hand held unit at GIFA

The non ferrous metal treatment area featured the 
latest generation of Foseco FDU and MTS equipment 
- state of the art technology for the automated 

treatment of aluminium melts. Enhancements include a
new, internet based degassing simulation software tool to
analyse and improve the degassing process in foundries. 

A new generation of ALSPEK H electrochemical 
hydrogen sensors combines fast and accurate hydrogen
measurements in liquid aluminium with a robust design. In
addition to the existing read out units, Foseco showcased
the ALSPEK Mini, a handheld unit for very fast spot 
measurements in advanced applications. 

For more information visit www.foseco.com or contact
Foseco SA on TEL: 011 903 9500
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The new innovative load-cell based DuraVision offers
extremely fast and fully automatic hardness testing of
Brinell, Vickers, Rockwell and Knoop. Available with

test load ranges from 1-250 kfg or 20-3000 kgf, the
DuraVision covers the full spectrum of regular hardness
testing.

The entire test cycle of load application, indentation,
focusing, illumination adjustment and hardness evaluation
is now carried out fully automatically - without touching the
machine -thereby ensuring 100% repeatability in testing
fast, simple and unique!

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 0159, Free State 
TEL: 018 293 3333 or email: info@imp.co.za

Extended load range 1-250 kgf and 20-3000 kgf.

Clever hardness testing
made fast and simple



When you need a differential pressure transmitter
that's affordable, reliable and available quickly,
look no further than the Deltabar M PMD55.

Whether it's a new installation or a retrofit emergency,
there are some great reasons why Endress+Hauser's
Deltabar M is the differential pressure transmitter for 
the job.

As the industry forerunner in terms of performance 
versus price, obtaining the specification you need for your
particular application need not break the bank. Due to its
highly modular design, construction materials, display and
safety options can be selected so you only pay for the 
features you need. 

Deltabar M PMD55 is setting new standards when it
comes to availability. Both 500mbar and 3bar transmitters
are now offered ex-stock from Endress+Hauser's
Johannesburg head office, while most other models are

available with the
Endress+Hauser

Quality Instruments
Quickly (QIQ) 

48-hour 

manufacturing promise. This means that you can replace
an equivalent installed instrument within minimal time of
placing your order! 

Quick delivery is also available on many accessories,
including 3-valve and 5-valve manifolds, with primary 
elements such as orifice plates and pitot tubes also
offered.

Offering the best value on the market for a device of its
class, the Deltabar M PMD55 provides reliability alongside
the unrivalled technical support and quality after sales
service you have come to expect from Endress+Hauser. 
You deal directly with Endress+Hauser's experienced 
technical sales team with additional support from their
product and industry specialists. The company's 
comprehensive range of after sales services includes 
in-house maintenance, repair and calibration.

Deltabar M's robustness and high turndown of 
100:1 makes it an excellent choice for utilities applications
including compressed air, steam, water generation and 
distribution systems, nitrogen metering as well as heating
and cooling systems. It's lightweight and compact design
offers maximum application flexibility, making it ideal for
OEM applications.

For further details contact Bennie Swanepoel of
Endress+Hauser on TEL: 011 262 8000

Great reasons to switch
to Deltabar M!

Deltabar M's robustness and 
high turndown of 100:1 makes it an

excellent choice for utilities applications
including compressed air, steam,

water generation and
distribution systems, nitrogen metering
as well as heating and cooling systems
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The pattern stripping process in foundries is 
facilitated by the use of modern and highly effective
release agents. Ashland-Südchemie-Kernfest GmbH

has developed the solvent-free molding release agent
Bentogliss® 121 especially for bentonite-bonded moulds.

Environmentally friendly, powerful yet easy to 
apply - Bentogliss® 121 fulfils all these requirements. 
The totally solvent-free release agent minimizes 
ecologically hazardous, volatile organic compounds (VOCs).
Therefore, foundries effectively avoid emissions in the 
casting process. 

Using the release agent Bentogliss® 121 also 
facilitates the moulding process by significantly reducing
adhesive forces between the pattern and mold walls. This,
in turn, reduces wear and tear on patterns and contributes
to their greater durability. A barrier layer also prevents 
corrosion on patterns and varnish, which offers protection
during storage.

Using Bentogliss® 121 optimises the separation of
moulds from patterns and consequently ensures 
zero-defect surfaces (figure 1). Since it is also wax and 
silicone-free, build-up on moulding boxes and coating 

problems are effectively eliminated. Overall, maintenance
costs for the patterns are reduced many times over. 
The new moulding release agent from 
Ashland-Südchemie-Kernfest thus makes a further 
contribution to process efficiency in foundry 
operations.

The development of emission-free foundry products is a
high priority at the Ashland-Südchemie-Kernfest GmbH
research and application centers. "Since secondary 
measures for subsequent purification of emissions are 
connected to high investments, primary measures acquire

a particular significance", Dr. Ulrich Girrbach, Director
Sales & Marketing, comments on this strategic 
development process. Ensuring and further improving 
environmental friendliness with regard to emissions, 
performance and recyclability are a primary target in
Ashland-Südchemie-Kernfest GmbH's product 
development.

ASK Chemicals GmbH is a leading supplier for
"Bentonite", "Lost foam coatings", "Resins" and many more. 

For further information contact Neville Saunders, Sales
Manager of Applied Solutions on TEL: 011 922 1760.

ASK - Solvent-free
moulding release agent

Bentogliss® 121

Practical application of Bentogliss® 121. 
Due to a clean separation of the mould from the pattern, using the release agent results in zero-defect surfaces

“Since secondary measures for subsequent purification
of emissions are connected to high investments, primary measures

acquire a particular significance.”



Genrick Technical Enterprises through its wholly
owned subsidiary Airtech Sleeves (Pty) Ltd., which
manufacturers a wide

range of insulating and 
exothermic sleeves, exclusively
for Applied Solutions, a 
division of Chemserve Systems 
(Pty) Ltd., are proud to introduce
a new revolutionary sleeve to
the market.

This two component 
invention, enables these 
universal sleeves to be placed
anywhere on a casting surface,
irrespective of the slope angle,
for example from horizontal to
vertical inclusive. This, without
any cutting of the sleeves. 
In additional these sleeves have 

a breaker core configuration build into one of the sleeve
components. A further major advantage of these sleeves is

that they can be used directly for
valve, pump or similar castings
with flanges, without first having
to create the customary bowl
and neck.

These universal sleeves 
are protected by a 
comprehensive provisional
patent, No. 2011/02701. 
The company is currently 
negotiating with the ASK
Chemicals group to organize
world wide patent cover.  

For further details contact
Neville Saunders, Sales Manager
of Applied Solutions on 
TEL: 011 922 1760

Innovative
new development
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Baumer expands its portfolio of distance measuring
sensors with the OADM 260 laser distance sensor.
The new time of flight technology sensor measures

distances up to 13 metres. With its compact housing it is
one of the smallest and at the same time most powerful
sensors on the market.

The sensor is especially suited for path measurements
in large-format machines, e.g. in wood, metal or paper 
processing, or in hydraulic lifts and raised platforms. 
The repeat accuracy (+/- 5 mm), linearity (+/- 20 mm) 

and short measuring 
repetition rate of 10 ms allow
precise measurements even
on moving objects.

The compact design of
the sensor facilitates its 
integration into the 
application. The integrated
standard alarm output
improves the safety of the

process. This
output reports
if the sensor
cannot 
interpret the
received 
signal due to
heavy soiling
of the lens.
Additionally, it
indicates if there is no object in the 
measuring range of the sensor.

The measuring range of the OADM 250
can be adjusted via a teach-in button 
or the connector cable. The robust 
metal housing, the washable glass pane,
and protection class IP 67 guarantee a 
high durability, even in harsh industrial
applications.

For further information contact the 
sales department, Temperature Controls 
on TEL: 011 791 6000 or 
email sales@tempcon.co.za or 
visit www.tempcon.co.za

Pocket-sized
OADM 260 laser sensor
measures up to 13 metres

The sensor is
especially suited

for path
measurements in

large-format
machines,

e.g. in wood,
metal or paper

processing, or in
hydraulic lifts

and raised
platforms
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