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EDITOR’S COMMENT
Its not all doom and gloom out there

W

ith the heavy schedule
of public holidays in
South Africa over the
next two months it would be wise
that you have made advance
plans to overcome the disruption
of losing productive days. To top
it all the 18th May has also been
declared a public holiday to allow
voters to participate in the local
government elections. This date
is a Wednesday and I am sure
you, like me, are asking why it
can not be on a Monday or Friday, or more preferably on
a Saturday when there would be less disruption.
To put it into perspective this amounts to 13 days of
extra holidays this year, nearly three full working weeks
over and above normal leave days. When you compare it
to certain other countries we sit in the upper end of the
scale, in terms of numbers. The leading countries are
India which has 17 days and Japan 15. Egypt is on a par
with South Africa at 13, Italy has 12, the US 10, Germany
and Mozambique 9, the UK 8 and the Chinese 7.
Australia officially has 10 but one of these falls on a
Saturday and another, Anzac Day, falls on Easter Monday
25 April. No extra days are given because of the
'bad' timing.
The point is I have been putting in extra hours so as to
make up the time which will be lost, in particular between
the 22 April and 2 May. You can request three days leave
in this period and end up with 11 straight days off. Or you
could be greedy and ask for another four days leave and
be off for 17. It is like the summer or end of year break
has arrived early.
In my business magazines still have to be published
and you have to take cognisance of the fact that printers,
designers and clients will take time off over this period so
you better get in early because publishing late is not an
option.
I have also taken on the task of publishing the 2011
Castings Industries Directory, a mammoth task in itself.
Getting all the facts correct for over 200 foundries, nearly
100 suppliers as well as the metal convertors, art
foundries and heat treatment companies takes time,
especially as I telephone each individual company.
However it is always an enlightening exercise
especially as it gives you a very good idea as to the state
of our industry. The Directory was last published in 2007
and in between there have been numerous events that
could have made you despondent.
In time I will reveal the production figures, but judging
by what I have collected so far it is not looking too bad on
the ferrous castings side. The non ferrous figures have
taken a big knock with two major
manufacturers, ATS and Kolbenco,
closing down. But as for the rest,
they are holding their own.

letters

ABP Induction strategy and sale of
Pillar assets to Ajax Tocco Magnethermic

W

e would like to inform you about the changes in
our heating strategy and the divestiture of our
Pillar USA business which occurred on
December 31, 2010.
When ABP Induction merged with Pillar Induction in
2008 we combined the melting businesses, standardizing
on the ABP melting product line and utilizing ABP's global
network to support Pillar's international customers.
Our Brookfield, WI operation, formerly Pillar, then
concentrated on induction heating systems primarily
to the North American market in competition with a
multitude of companies including Inductoheat,
Ajax Tocco Magnethermic, EFD, Interpower and others.
Given the excess capacity in the induction heating
industry in North America, we elected to divest
the Brookfield division and the former Pillar
products to:
a) focus our US management attention and resources
on the foundry business in North America,
b) concentrate our heating activities on the
state-of-the-art zone heating technology outside of the
US and Canada, and

I

t is not my policy to enter into debates through any form
of media, but as my name was mentioned and an article
I wrote was misrepresented in your February edition of
Castings SA, I feel that I must correct the situation.
The article I refer to was written by Mike Wilson in his
capacity of Vice Chairman of the "Metal Recyclers
Association of South Africa", and can be found on
page 4.
Mike stated that in October's edition I blamed the
scrap metal recycling industry for the state of the foundry
industry. The article referred to referenced the poor
productivity levels within the manufacturing industry in
South Africa and nowhere was the scrap industry
mentioned.
I did write a letter to the editor in 2009 where
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c) free resources to develop new high power,
energy efficient and environmental friendly technologies
for the global metal casting industry.
The US based induction melting operations in
North Brunswick, NJ and Massillon, OH, lead by
David Decker, are unaffected by the sale, as is the
previous Pillar Shanghai operation now known as
ABP Induction Systems Shanghai. ABP Induction USA will
continue to serve its customers with service, parts, coil
repairs and retrofits on their ABB and ABP melting systems.
Outside of the US and Canada, ABP has access to
Pillar technical support and spare parts and will continue
to provide full support for our customers with Pillar
equipment in these regions.
South African customers will continue to receive
service, parts, coil repairs, water cooled power cables and
retrofits from ABP Induction Systems via our local agents
Induction Furnaces (PTY) Ltd.
DR WOLFGANG ANDREE
President, ABP Induction

I expressed concern with the change in attitude of some
suppliers to the foundry industry compared to 20 years
ago, and in that article I did mention the scrap industry,
but as that referral consisted of 68 words out of
827 (8.2%) it hardly qualifies as "blaming the scrap metal
recycling industry" for South Africa foundry state of affairs.
In those 68 words I was mainly addressing governmental
issues, for at that time South African scrap was being sold
to some of our international competitors cheaper than
what we were paying.
Oh, by the way I notice that the price of scrap is
increasing again!
JOHN BRYSON
KEW Foundries

cover story

Foseco to launch a host
of new products at GIFA 2011
As a primary innovator in the foundry industry globally, Foseco regularly publishes
information on new products and enhancements, process developments and
new techniques, and state-of-the-art papers on new thinking in foundry practice.

W

ith the commencement of the international
GIFA 2011 exhibition scheduled to begin in little
over two months, Foseco have released a
number of new products that will be on display for the
first time. Below are the products that visitors can expect
to see.

Feeding technology
During a time of record energy and raw material prices,
many foundries have focused intense effort on reducing
energy consumption, maximising casting yield and reducing
scrap rates.
In addition, issues such as carbon footprint and carbon
dioxide emissions are now confronting many foundries,
increasing the focus on energy efficiency in the production
of cast parts. The effectiveness of Feeding Systems in
reducing CO2 emissions and improving energy efficiency
will be highlighted for each of the casting case studies.
The effective use of KALPUR (Direct Pour Units) is
illustrated by a number of Iron and Steel casting exhibits,
which demonstrate exceptional casting yield coupled with
excellent as-cast quality.
In addition, the increasing complexity of casting
designs (net shape casting) has created new challenges in
terms of achieving the required levels of casting soundness
at competitive cost. A series of Iron casting case studies
illustrate the use of FEEDEX VSK spot feeding technology
(collapsible metal core), where the smallest possible
footprint to the casting ensures minimal cleaning cost and
the highest possible casting yield.
All case studies are fully supported by state-of-the-art
casting process simulation using MAGMASOFT.
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Filtration and gating systems
Especially in DISA foundries, slight changes of the
gating system can result in significant improved casting
quality and metal saving for the foundry. Therefore Foseco
will present new concepts for the design of DISA pattern
plates.

After a very successful product launch of HOLLOTEX EG
Runner for heavy iron castings Foseco expanded the gating
system family named HOLLOTEX C2-FH. The key advantages
of this product family like low weight, easy connection by
push fit, fewer residues in the sand system and easy
assembling will be demonstrated by a gearbox housing.
The successful application of filters is always related to
an adequate filter support which is granted by Foseco filter
prints. Beside Foseco's standard filter prints a new
generation of filter prints has been developed extending
the filter capacity in steel applications.
Nowadays the application of ceramic foam filters is
common practice in foundries all over the world. This
technique has been proven billions of times. To meet
customer requirements Foseco rose to the challenge to
make a good product even better. The latest generation of
SEDEX provides considerable improvements in terms of
flow rate, filter capacity and handling strength.
Furthermore a new centrifugal filtration unit extends the
benefits of filtration to large iron and steel castings. Beside
the advantages of filtration like reduction of casting
defects, rework, scrap and machining allowances this
compact HOLLOTEX CFU unit provides increased filtration
capacity. This results in higher profitability of the foundry.
Foseco will present case studies and exhibits that will
demonstrate clear advantages and new applications.

Ferrous metal treatment
The manufacturing cost of ductile Iron castings is a
major limiting factor for foundries to compete against
alternative materials such as welded components or
steel castings.

The Foseco INITEK process addresses this problem by
eliminating all the undesirable side effects of the
inescapable but harmful addition of Mg into the metallic
matrix (carbide promoter / dross generator).
The Foseco INITEK process permits a significant
reduction of the Mg alloy addition and ensures a
consistent and productive nucleation event. Furnace and

pouring temperatures are brought back to grey iron
operating temperatures generating savings across the
whole casting process.
The INITEK process is part of the Foseco Ferrous Melt
Shop (FMS) concept. This concept includes and combines
the benefits of a melt charge optimising software
(FurnaceCalc), a thermal analysis device (ITACA), and a
new "state-of-the-art" metal stream inoculation technology
(MSI DC+) framing the potential for metallurgical process
control in the melt shop.
Ferrous melt shop refractories
The techniques and linings used for metal melting
and transfer
have a
major
impact
on casting
production.
They affect
the casting
quality,
productivity,
energy
consumption,
and carbon
footprint of the
casting
producer.
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Foseco now offer a full range of solutions for metal
melting, ladle transfer and casting pouring. A variety of
exhibits will demonstrate:
• KELLUNDITE furnace linings
• CRITERION refractory linings with combinations
of durability, insulation, ease of cleaning and alloy
inertness
• TRIAD easy to install, cement free refractory
systems with accelerated dry out properties
• KALTEK low density ladle linings for cold start,
rapid removal and installation, and optimum temperature
control
• VAPEX and VISO stopper rod and nozzle systems
for application to iron and steel casting production

Crucibles
The Non Ferrous metal transfer area will feature the
ENERTEK Crucible and will highlight the energy saving
potential of this new product.

Coatings
Mould and core coatings can significantly reduce the
internal and external foundry costs associated with rework
and scrap castings. The displays will highlight specific
examples of Foseco's innovative approach to "customised"
product development by using new technologies.
Simulated electricity meters will run throughout the
exhibition comparing the energy consumption of ENERTEK
with a typical competitive crucible showing how energy
savings quickly accumulate over time. The effect that these
savings can have on carbon dioxide emissions is also
highlighted.
Non ferrous metal treatment
The Non Ferrous metal treatment area will feature
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.

Highlights will be the launch of an innovative new
coating range offering enhanced protection against the
casting defects typically associated with PUCB binder
systems, and state of the art control equipment to improve
the consistency of coating use and performance in a
variety of applications.
Binders
Foseco continues to expand its range of gas setting
binder systems for core production and self setting binder
systems for mould and cores. The display will highlight the
most recent developments, with particular emphasis on
productivity and environmental compliance. The application
of these new
binders has
proven
successful
in the
production
of complex
moulds and
cores for
highly
demanding
castings in
iron, steel
and
aluminium
foundries.
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A new generation of ALSPEK H electrochemical
hydrogen sensors combine fast and accurate hydrogen
measurements in liquid aluminium with a robust design.
In addition to the existing read out units, Foseco will show
the ALSPEK Mini, a handheld unit for very fast spot
measurements in advanced applications.
Non ferrous methoding
The methoding area will highlight the optimal use of
foam filters, die coating and feeding systems in sand and
gravity die casting applications. Applications will be shown
for aluminium, copper base and magnesium castings
demonstrating excellent yield combined with improved
casting quality.


New long life DYCOTE Dura coating
applications will show significant
improvements in productivity
in gravity and low-pressure dies

New case studies of non-ceramic SIVEX filters used in
high quality, technically demanding applications will be
displayed.
As well as conventional running and gating systems
Foseco will also show KALPUR units for the direct pouring
of castings through a filter and sleeve combination.
New long life DYCOTE Dura coating applications will
show significant improvements in productivity in gravity
and low-pressure dies.
Novel applications of highly accurate KALMIN 250
inorganic bonded sleeves will demonstrate cost savings
and an improved working environment in the production of
automotive aluminium sand and gravity die castings.
Casting exhibits will be supported by case studies and
MAGMA computer flow simulations.
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Non ferrous metal transfer
The use of dosing furnaces is increasing in aluminium
foundries for improved energy efficiency and controlled
dosage weight. Foseco will exhibit a dosing furnace lining
manufactured in INSURAL. This one piece lining, which is
supplied ready for immediate installation, offers excellent
insulation and its non-wetting nature ensures that a high
level of melt cleanliness is maintained.
In addition, the lining exhibit will also includes
INSURAL one-piece dosing tubes for excellent cleanliness;
INSURAL and clay graphite lower filling cones; ISOPRIME
radiant heater protection tubes that extend the life of
heating elements; EKATHERM thermocouple protection
sheaths and ZYAROCK shot launders that ensures constant
pouring
temperatures
and avoids
oxide formation.
INSURAL
pouring basins for
tilt pouring
applications will
also be highlighted.
These basins have
a number of
advantages
- extended
refractory life,
reduced reject
rate and lower
metal loss due the
avoidance of oxide
formation.
For more
information
contact Foseco on
TEL: 011 903 9500,
email
SAinfo@foseco.com
or visit the website
www.foseco.com

industry news

Kanthal® brand has new
distributor in South Africa
Kanthal®, a world leader in the areas of industrial heating and ceramic
and metallic resistance materials, has recently appointed Industrial Alloys (Pty) Ltd
as its distributor in South Africa.

T

he new company is headed up by Rudolph Pretorius,
who has been involved in the industry and with the
brand for a long time.
"Due to some strategic decisions taken by the
Sandvik Group I have now acquired the rights to be the
authorised distributor for the Kanthal® brand in
South Africa" explained Pretorius.
"Last year in May Kanthal® changed from being a
Sandvik company operating under its own name to a
Sandvik brand. The move represented a decision to
clearly show that the Kanthal® products are part of
Sandvik and to strengthen Kanthal® as a brand for
heating technology products and services"
explained Pretorius.
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"For customers, the change is marginal. As has
previously been the case, customers were able to order
Kanthal® products though Sandvik. However now they
will order them through Industrial Alloys" continued
Pretorius.
"I have been in the industry for seven years and
dealing with the Kanthal® products for all that time
so I know that Kanthal® is the industry leader"
said Pretorius.
"Kanthal ® was acquired by Sandvik in 1997 to
supplement Sandvik's knowledge and range of products in
stainless steels and high-alloyed materials with products
for industrial heating and ceramic and metallic resistance
materials."
Kanthal ® products include wire and strip, resistors,
bulk ceramic non-inductive resistors, high energy density
capacitors for backup power, furnace products and heating
systems including heating elements, metallic heating
elements, MoSi2-based heating and SiC-based heating
elements, heating modules, prefabricated heating modules
with electric heating elements and fiber or dense ceramic
insulation, heating cassettes for heating of air or gases,
diffusion cassettes for production of crystalline silicon
wafers for solar cells and semiconductors, single-ended
recuperative gas burners (SER-burners), extruded tubes
made from Kanthal FeCrAl-alloys for gas-heated or
electrically heated furnaces, electrical heating systems for
primary aluminium production, wire, strip, tube and bar for
manufacturing of furnace furniture and other furnace
accessories, furnace rollers for heat treatment furnaces,
resistance heating wire and strip for manufacturing of
electric heating elements, ceramic supporting materials for
electrothermal components and wire, ribbon and strip for
thermocouples, extension leads and compensating
cables.
Key application areas include the primary aluminium
production, processing of secondary aluminium, production
of traditional and functional ceramics and ceramics used
as engineering materials, diffusion and LPCVD furnaces for
manufacturing of crystalline silicon wafers, production of
float glass, flat glass, container glass, fiberglass, glass
tubing and art glass, furnaces for heat treatment of steel
and other metallic materials and home appliances.
The contact details for Industrial Alloys are Unit 4
- The Wolverhampton's, 6 Wolverhampton Street, Apex,
Benoni, Gauteng.
For further details contact Rudolph Pretorius on
TEL: 011 420 1582 or email info@industrialalloys.co.za
or visit www.industrialalloys.co.za

Aberdare cable marking technology
puts brakes on power cable theft
Cost-savings, benefits for municipalities, commerce and industry.

N

ew power cable identification technology is set to
provide significant cost savings and major benefits
for electricity distribution and business, commercial,
industrial and domestic power consumers.
Leading power cable manufacturer Aberdare Cables
has taken up the fight against copper cable thieves
and unscrupulous scrap dealers that buy stolen cable,
an activity that disrupts power distribution and supply,
costing South Africa billions of rand.
Copper cable theft directly costs the South African
economy more than R5-billion a year in losses incurred by
service providers such as Eskom, Telkom, Transnet and
municipalities. Indirect costs such as labour to replace
cable, downtime and logistics more than doubles this
amount. Then there are the costs of business and
production losses that reduce profit in commerce
and industry.
Conrad Schmidt, Corporate Planning Manager at Aberdare
Cables, said that over the
past year the company
has invested heavily
in cable theft prevention
technology and has
developed a range of
solutions to effectively
combat the problem.
"Cable theft and the
consequent interruption of
power supply to commerce
and industry has led to
major negative economic
impacts in the form of
increased costs and
reduced profits,"
said Schmidt.
"Our response has been to develop
technologies that halt physical cable theft and other
technologies that ensure that if cable is stolen it can be
identified - who manufactured it and to whom it was
sold - information that is essential for successful
prosecution of those involved in the theft and
re-sale."
In the identification of stolen cable, Aberdare has
developed together with their technology partners, two
solutions that suit different applications to stop cable theft
and eliminate the costs associated with business
interruption, down-time and cable replacement.
The first solution which was developed by
Aberdare's technology partner "Recoveri" and tested at
Aberdare Cables factories, comprises of a copper strip
which is engraved with a unique sequential code and
inserted into each of the copper conductors and which is
then used to identify the manufacturer as well as the
purchaser of the product. A SAP database which is
administered by Aberdare Cables houses this information
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which may be queried to prove ownership of the product
when marked stolen cable is discovered or to report on
stolen cables when the purchaser himself has recorded the
installed marked cable.
The second solution is based on the engraving of a
unique sequential code directly onto the copper or
aluminium conductor or its components using specialist
laser technology developed by Aberdare's technology
partner "Traceability Solutions". Similar to the first
solution, the information may also be queried from
the SAP data base to establish ownership of the
product.
A company in the Powertech group, Aberdare Cables is
implementing these cost-effective technologies in its cable
manufacturing operations in Johannesburg,
Pietermaritzburg and Port Elizabeth.
Henni Scholtz, general manager product development
and application at Aberdare Cables said that the two
unique marking solutions will enable law enforcement
agencies to identify stolen cables from the bare
copper or aluminium conductors, to within
one metre.
Scholtz added that all suspected stolen
cable marking codes can be
queried through the
Aberdare Helpdesk.
The purchaser and
batch details of the
cable are given
immediately and in
this way, ownership is
established.
Customers have the
option of also
reporting stolen
marking codes so that
these may be flagged
as such in the database.
Inexpensive optical
reading devices are used to identify the codes.
"Our customers can now proactively manage sites
where theft is rife," says Scholtz. "At the same time the
system supplies indisputable proof of ownership and will
boost conviction rates in courts of law."
The use of these technologies renders cable easily
identifiable as a suspected stolen item and confirms
exactly where the original cable theft took place in cases
where the owner had kept such records.
"Logically this increases the chance of cable thieves
and syndicates being caught with cable that can be 100%
proven to be stolen property," added Scholtz. "Sooner
rather than later crime syndicates will stop buying stolen
cable and the reduction in demand will significantly curtail
the incidences of theft.
"Electrical Utilities will save money by not having to

The second solution is based on the engraving of a
unique sequential code directly onto the copper or aluminium conductor
or its components using specialist laser technology
developed by Aberdare's technology partner “Traceability Solutions”.
Similar to the first solution, the information may also be queried
from the SAP data base to establish ownership of the product
invest in replacement cable and that spend could be
re-allocated to training, staff benefits and human
resource development. Commercial and industrial
end-users of power will also benefit from reduced
downtime, improved production and greater
profitability."
"Significant interest has been expressed by some of the
large Municipalities as well as Eskom in these technologies
and it is expected that performance specifications for
marked conductor will soon be established" concludes
Scholtz.
Copper cable worth R15-million a month is stolen in
South Africa and as an example of the economic impact,
3 000 tons of copper leaves Cape Town harbour
each month, not to mention all the other ports in
South Africa.

About Aberdare Cables
Aberdare Cables is a leading power cable
manufacturer that has played a significant role in the
distribution of electrical power in South Africa.
A Powertech company within the Altron Group,
Aberdare Cables has a 60-year history of sustained growth
and achievement. A 30% stake is held by the Izingwe
Consortium. With a strong focus on skills development,
enterprise development and socio-economic initiatives
Aberdare Cables has a BEE status rating of AA (level 3).
More than 1700 people are employed at factories and
branches throughout southern Africa, Spain, Portugal and
Mozambique.
For more information contact Annelene Sivalingum,
Aberdare Cables on TEL: 011 396 8000 or Kyle Parker of
Traceability Solutions on TEL: 011 794 5299
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Aluminium
foundry
doyen to retire
from Ajax
C
harles Rowe (66), Managing Director of
Ajax Manufacturing, one of the largest and oldest
aluminium foundries in the Western Cape, is to retire
after 42 years with the company.
Rowe says, "Last November Ajax Manufacturing was
bought by Sicame, a giant French-based multi-national
business, with interests in supplying electrical connectors
to power stations and other industries requiring these
types of components. After 26 years at the helm, this
provided me with the opportunity to consider
retirement."
Rowe added that since being established in 1952 by
Doug Murray and Ted Hall, Ajax has had a long and

16

castings sa

vol 11 no 6

April 2011

interesting history. After moving location a number of
times over the years, the present foundry situated in
Auckland Street in Paarden Eiland was built in 1967.
Rowe continues, "In 1962 my late father, Charles Rowe
Senior, bought a half share of the business from
Doug Murray. I joined Ajax in September 1969 as foundry
manager, having worked for Alcan foundry in Birmingham
for nearly two years. At that time the main lines for
aluminium castings were for the street and industrial
lighting industries and gutter brackets.
"In 1971 the company was sold to Tube Investments.
Doug Murray and Charles Rowe Snr remained on as joint
MD's for four years. On their retirement I was made a
director and ran the business. In 1976 General Electric
acquired Tube Investments' shares and the foundry then
developed street lighting dies for their range and an
increasing number of castings for other industries. I bought
the shares from General Electric in 1985 in a management
buyout and appointed a board of four directors. Since then
we have modernised the foundry, making a major capital
investment in pressure machines for the foundry and in
toolroom machinery."
One of Rowe's lifelong passions has been for motor
sport. He became involved at an early age, preparing his
first saloon car for racing in 1970. The following year he
won his Western Province colours for saloon cars. In 1974
he won the WP Formula Ford Championship. Sponsors
BP had an award for their 'Driver to Europe' programme, for
which Rowe was chosen. Unfortunately the sponsors were
unable to fulfill their obligations due to the global fuel
restrictions at that time.
Rowe continues, "In 1974 I married Edie and gave up
competitive motor racing. Instead I wrote and passed the
required exam and for 3 years was involved as a clerk of
the main course, as well as the go-kart circuit at the
Killarney Circuit. I still enjoy motor racing 'from turn two'!
My interest in motor sport extends to having a workshop at
home, where I spend time modifying cars and enjoy being
creative and fixing other things. For example I rebuilt a
1947 Willys Jeep and have had great fun off-roading with it,
being an ex-4x4 club member. I was also directly involved
in the preparation of a VW Polo, sponsored by Ajax,
for the VW GTI Challenge for a number of years.
My son Graham was the driver, so it was a real family
team effort. He had some podium finishes in the car
during the 4 years that he raced it. My interest in motor
sport is sure to continue in one way or another after
retirement."

One of Rowe's lifelong passions has been for motor sport.
He became involved at an early age, preparing his first saloon car for racing
in 1970. The following year he won his Western Province colours for saloon cars.
In 1974 he won the WP Formula Ford Championship
As a highly respected member of the foundry industry,
Rowe was also active in the Cape Chamber of Industries.
He served on the
executive committee
for 5 years and later,
when the body merged
and became the
Cape Chamber of
Commerce & Industry,
he continued this
service. He also served
on the committee of
the Cape Institute of
Industrialists, becoming
President in 1989.
The following year he
served on the
Electra Show
committee.
Rowe concludes,
"One of the most
rewarding things about
this company is the
number of staff who
have served loyally for
20 years or more. So,
as I leave at the end of
April, I will have mixed
feelings about retiring.
This is an opportunity
to thank all our loyal
customers and
suppliers for their
support. A special
thanks to our staff,
who have had to
endure the effects of
the protracted
economic downturn.
I am grateful for their
dedication, loyalty and
professionalism.
I must mention my
wife Edie's unstinting
and wonderful support
over all these years.
She has been a real
inspiration! It is also
fitting that Graham,
a third generation
Rowe, who runs the
transformer division,
will continue to work
for Ajax. Finally, I have
been asked what
I intend doing in
retirement. A giveaway
could be my retirement

planning advisers, Fishmore & Doolittle. With a bit of
tinkering in my workshop of course!"
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Casting and Machining Services
evolving
What started off as a niche jobbing foundry casting steel and alloy steels,
has now evolved into one that offers the full spectrum of ferrous castings.

B

y the time Alan Stevens, MD of Casting and
Machining Services, ventured into operating
his own foundry he already had over 33 years
experience.
"1992 was not a good time to start a foundry because
the economy was down and in the eighties and early
nineties there had been a number of closures, takeovers
and consolidations. But as they say where there is a
negative there is always a positive" said Alan.
"There were two deciding factors that got me going. I
had been acting as a middleman since 1985, buying and
selling castings. My main source of castings was from
Percy McLennan of Active Foundry but he sold the company
and at the time I had no confidence that the new owners
would give me the service that I required. I had also
identified a niche in the market place. With all the closures
and consolidation of foundries we were left with mainly big
foundry groups, production and specialised foundries.
None of these foundries were in a position to give the
general engineering industry the short delivery times they
required on steel and alloy steel castings. This left a gap
that I realised that I could, to a certain extent fill, as well
as continue supplying the client portfolio that I had built up
over the previous seven years" continued Alan.
"What I purchased at the end of 1992 was not for the
faint hearted. I took over what were the remnants of a
foundry that had closed down due to the electricity being
cut off. There was even the last pour still suspended up in
the air by a crane. But we got stuck in and three months
later we carried out our first pour."

Justin and Warren Stevens
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That pour
took place in
Shaft Avenue,
Knights,
Germiston, a
facility that the
company still
occupies and
owns today.
Alan Stevens
began his
career in the
foundry industry
as an
apprentice
patternmaker
with Vecor,
Vanderbijlpark
in 1959. After
qualifying in
1963 Alan
moved on to
Scaw Metals for
Alan Stevens
a few cents an
hour more as
he put it.
Alan stayed with Scaw Metals until 1976. During this
time he gained valuable experience in all the aspects of a
foundry operation as well as management. "Shortly after
joining Scaw I got the opportunity to do a four year
Foundry Engineers course through
Wits Technikon as it was known then.
As I had a matric I qualified to further
my studies. We would study for
six months and then return to the
foundry for another six months for
practical experience in the various
departments including the laboratory.
A big bonus was that we still got
paid as salaried staff and had no
obligation to stay once we were
qualified."
"The late George Lillyman was our
lecturer and Alec Price was one of my
fellow students. Sadly George passed
away while we were in fourth year and
as result we had to finish the course
with substitute lecturers. As I was a
qualified patternmaker I was
drafted in as the lecturer for this
subject."
"The course did not last long after
that which is a great pity because

at the end of our four years we knew
how to make a casting. I don't know
of anybody offering a similar
foundry engineering qualification in
South Africa and this should be
urgently looked into."
"I understand that the industry
has progressed over the years.
As a patternmaker I would not have
envisaged that the patterns could be
made on a CNC machine like

A general view of the foundry

The moulding section

they are today. The software programs available are also
unbelievable but generally prohibitive for a relatively small
foundry like ours."
"In addition I believe that too much emphasis is
placed on the software. There is nothing like experience
and I give methoding as an example. The software can
give you a guide but methods still come from the
heart when making a casting. Generally if it looks right
it is right."
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Moulds being prepared

A pour taking place

Family involvement
Casting and Machining Services had only been
operating as a foundry for just over a year when Alan
enlisted twin sons Justin and Warren to come and work in
the foundry. Warren had just finished school and
Justin his military service. Both sons are still with the
company 17 years later and have become very practical
foundrymen.
"We had no experience or formal training but over the
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years we have been on a number of short courses.
Coupled with our Dad and the late Mario Viegas, who
worked for the company for over 10 years, as our mentors
we soon learnt the art of making castings"
said Justin.
Since those early days of specialising in steel and alloy
steels, the company has added SG iron, manganese steel,
chrome iron and stainless and heat resistant steels to its
list of materials that it now manufactures.

The cooling period

"We could not remain in such a narrow area for long
because it limited our offerings and as you know when a
client is comfortable with you he expects you to do other
castings in other materials for him. Hence we cast in
virtually any ferrous material" commented Justin.
"We are still a jobbing foundry and will probably
continue to be because of the nature of our clients who
are in the general engineering, mining and pump
manufacturing arenas. Most of them are machine shops

The fettling area

or OEMs that are manufacturing finished product or
supplying on, once they have machined the casting.
We do not have a machine shop ourselves but we do offer
a machining service where necessary" continued
Justin.
"Otherwise we offer all the other disciplines needed in
a foundry including mechanical testing and all aspects of
non destructive testing, which we sub-contract."
Operating on the CO2 system, the foundry has the
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The sand plant

capacity to produce castings up to 900Kg nett. These
include pump components, hydraulic parts, gears, bearing
housings, bogey wheels, liner plates and wear parts.
From the original ten, the staff compliment has grown
to 43 with the majority having over 10 years service. To
show the company's commitment to the staff, Frans
Makwetja, who was one of the first to be employed, has

been taken on board as a partner.

New Radyne power supply
Besides keeping abreast with new technologies,
towards the end of last year the company invested in a new
Radyne induction power supply.
"This investment has been made to replace our old unit.
We ordered it to arrive and be
installed before the end of the year
but we only got it up and running
in mid January due to the
inclement weather in the UK which
affected transport of the unit.
However despite the delay we are
very impressed with the end result.
It has taken us to another productivity level, and compared to our
previous power supply we have
now joined the modern age.
Everything from the controls to the
PC board (the previous one had
about 15) to the wiring has
changed" explained Justin.
With more than 50 years experience in the design and manufacture of solid-state induction power
supplies, Radyne utilizes SCR,
IGBT, MOSFET, and Bipolar type
Transistor equipment. Radyne
Corp. is one of forty companies
making up the Inductotherm
Casting and Machining Services invested in a new Radyne induction power supply unit
which was installed at the beginning of the year
Group.
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compliance, right
through to statement"
enthused Warren.
"We now have
complete control on
every casting that is
ordered or leaves
Casting and Machining
Services" continued
Warren. "It is ideal for
our setup and any
similar foundry."
"We realise that we
can add modules but
what we have
developed is perfect for
our situation. The
software has been
running for the last
Various castings manufactured by Casting and Machining Services
More castings
couple of months and it
is virtually bug free."
SME management software for the foundry
With the foundry industry in focus on many fronts,
With the younger generation of the Stevens family
Casting and Machining Services has also contracted an
being the driving force the company has been developing,
occupational health, safety, environmental and quality
in conjunction with a local developer, an SME management
consultant.
software program specifically for the foundry industry.
In addition Casting and Machining Services has
"The development stage has taken three years but we
recently attained a Level 4 BBBEE compliance certificate.
believe that we now have a solution that will give us real
For further details contact Casting and Machining
time reports on all our costs, tracking, quoting, traceability
Services on TEL: 011 828 5520
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Career Path Framework project
nears completion
T

he objectives of the initial phase of this joint project
initiated in September 2008 were:
• Re-design of the draft foundry qualifications
(NQF 2 - 4) in accordance with the newly developed
qualification design (completed)
• Develop an occupational profile to articulate with
exiting qualifications in specific foundry sectors
(completed)
• Create a learning pathway / careerpath framework
(completed)
• Develop curriculum in support of the occupational
profile (completed)
• Negotiate the process of registering the
qualifications and unit standards on the NQF with SAQA
(completed)
• Keep the project
informed of the criteria
and guidelines being
developed regarding
the occupational
qualifications of the
QCTO

ArcelorMittal, Atlantis Foundry and Scaw Metals (the third
pilot site) only but will be made available to the industry as
a whole once they have completed their training.
Seventeen of the eighteen learners have completed the
first six months of their learnership at ArcelorMittal. Some
of the areas of learning already completed to date are:
• Introduction to the foundry processes
(Process Theory)
• Support structures in the manufacturing business
• Individual's role within business
• Work in a team
• Computer, time and life style
• Communication and numeracy in the workplace

This phase was
completed in December
2009.
Last year kept the
project team busy to
ensure the project
timeline the team
committed to was kept.
One of the first tasks
was to enroll the first
group of learners into
the Learnership in
July/August 2010. The
learnership builds into
a three year
programme,
specialising either as a
Seventeen of the eighteen learners have completed the first six months
of their learnership at ArcelorMittal. These are some of the learners
melter, moulder or
patternmaker.
The 18 learners completed their first half of the year at
• Use mathematics to investigate rational numbers
ArcelorMittal which is one of the pilot sites that was
• Measure, estimate and calculate physical quantities
selected and approved by industry.
• SHERQ (Safety, Health, Environment, Risk and Quality)
In December 2010 SAIF CEO John Davies and Mpho
• Transportation and lifting equipment
Mabotja went to assess the progress thus far.
• Principles of chemistry and physics
"ArcelorMittal has done an excellent job with the generic
• Understand and deal with HIV/AIDS
learning of the students" said Davies.
• Perform basic fire fighting
"If we keep up the standard of learning that
ArcelorMittal started, we will have a strong group entering
Another challenge the project team worked on in
the foundry industry in 2013" says Tony O'Brien from
2010 and will be continuing in 2011, alongside the
Atlantis Foundry.
MerSETA consultant Sparrow Consulting, is to ensure that
Atlantis Foundry is another one of the pilot sites who
appropriate learning material is developed for the
received the learners back after the December break for
qualification. The critical stage is the second part of the
the practical part of their first year learnership. It should
learners first year, since this is where the course becomes
be noted that these learners are not being trained for
trade specific.
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SME management
software developed for
the local foundry industry
There are many proprietary
software products on the market
that can help SMEs in the management
of their day to day operations.
However those dedicated to a specific
industry, such as the local foundry
industry, are hard to find or adapt.

T

he efficiency of a foundry by streamlining your day to day
processes can reduce the cost of your operations
substantially" says developer Pedro De Carvalho of
Lykin Developments.
"I was contracted by local foundry Casting and Machining
Services three years ago to develop a tailor made solution for
their operation. As you know a foundry can have many
variables when making a casting, so the challenge was to
develop a system that took everything into account from the
scrap metal delivery to the statement" continued Pedro.
"My background stems from developing a management
software solution for the panel beating industry which also has
a number of variables and unknowns to consider."
"What we have developed is not a high end PLM or casting
design product but rather one that will allow the foundry owner
or designated person to effectively have control of the business
and obtain detailed information about their assets, their
production process and costing situation. This will ultimately
allow them to apply informed, strategic and tactical decisions
beneficial to the whole performance of the business."
"The all-in-one fully customizable software covers order
processing (purchasing and sales), stock control, management
of materials and production, capacity and quality control.
Common foundry procedures have been considered as the
input masks adjust themselves automatically according to the
order. Functions include interfaces to data transmission and
accounting for finance and labour."
"We have included the elements such as material being
used, box sizes, sand, moulding, melting time, fettling, shot
blasting and heat treatment, all elements that will ultimately
allow the foundry to accurately quote on each specific request."
"The added functions include invoicing, delivery notes,
statements which can be emailed to a client, track and tracing
and various reports such as age analysis, sales, production,
maintenance requirements as requested by management."
"The software has been developed so that it is easily
adaptable to each individual business and is constantly
evolving to meet the various requirements."
"The software that an SME uses must be considered as
an asset in the business. When management is able to have
control and obtain detailed information, they will improve
operational and staff efficiency and ultimately the bottom line."
For further details contact Pedro De Carvalho of Lykin
Developments on his cell number 083 454 2098
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South Africa pushing for
African beneficiation framework to
tap commodity boom
South Africa plans to use its position as the current convener of the
Council of African Ministers of Industry to develop a common continental
framework for extracting greater value from the prevailing minerals boom,
Trade and Industry Minister Dr Rob Davies has revealed.

T

The probable location has not been disclosed, nor was the
he rise in the demand for natural resources, which has
identify of the investors, or how power could be secured for
been accompanied by strong commodity price increases,
the project.
is already attracting foreign investor interest. But Davies
Davies argues that South Africa and Africa is not alone in
says that South Africa is also keen to use the upturn to
seeking such investment reciprocity, with Brazil having
stimulate greater investment into minerals beneficiation
recently insisted that a Chinese firm invest in a steel mill in
across the continent.
return for an iron-ore contract.
In a recent address at the University of Johannesburg, he
South Africa is, therefore, also likely to raise the prospect
described a possible initiative to realise greater value from
of greater beneficiation reciprocity with the Brazil, Russia,
the current resources cycle as "one project that all of Africa
India and China (Bric) bloc, when it formally joins the
has in common".
grouping at a Bric summit in April. "We are keen to use all of
But foreign investment and minerals beneficiation are
these new relationships to try to get investment in
also important objectives within South Africa's own New
value-added activities," Davies says.
Growth Path (NGP) and the country's industrial policy action
The NGP and Ipap were also geared towards boosting the
plan (Ipap), a new version of which would be unveiled soon.
attractiveness of South Africa as a destination for foreign
Davies reports that South Africa has already secured a
direct investment into productive activities, rather than merely
"declaratory" commitment from China for "minerals
as a destination for portfolio flows.
beneficiation at source". The
Government is, therefore,
commitment forms part of the
South Africa is, therefore,
concentrating on incentives, such as
comprehensive strategic partnership
the R20-billion 12i tax scheme,
also likely to raise the
agreement, signed by Presidents
improving the investment climate and
Hu Jintao and Jacob Zuma, during
prospect of greater
seeking industrial spin-offs from its
Zuma's State visit to Beijing in
August last year.
beneficiation reciprocity with R846-billion public infrastructure
programme.
"Now we have to follow that
the Brazil, Russia, India and
A new public procurement system
through," Davies asserts, describing
is currently being developed, which will
minerals beneficiation as an
China (Bric) bloc, when it
incorporate 'fleet procurement'
important driver of industrial
formally joins the grouping at arrangements for everything from
development.
buses and locomotives to power
"What we are now working towards
a Bric summit in April
plants, changes to the preferential
is a framework for extracting more
procurement regime to encourage
value from these mineral products
local production, and a revamped industrial offsets system to
and exporting higher value-added products to other countries,
stimulate further investments in local manufacturing capacity.
including China."
"That work will come to a head this year," Davies reports.
South Africa is already studying a range of value-addition
Also being given priority is improvements to such basic
projects, including one to turn mineral sands into titanium
mechanisms as company registration, which is currently
alloy. "At the moment, if you export titanium sands, you get
managed less than optimally by the Companies and
$400/t. If we were to export titanium alloy, we could receive
Intellectual Property Registration Office (Cipro).
$100 000/t."
From April 1, Cipro will fall away and become a component
Earlier, Economic Development Minister Ebrahim Patel
within the larger Companies and Intellectual Property
revealed that South Africa was studying the feasibility of
Commission.
developing what he termed the world's first integrated metals
"We are also putting in new leadership into the running of
plant capable of "beneficiating" titanium, zirconium,
the new commission in line with the Companies Act. But on
vanadium, magnesium and silicon.
the registration of companies, there is a degree of stability
Should the project prove viable, it could involve an
emerging and we expect that, once the new commission is in
investment of R15-billion and create more than 7 000 jobs in
place, we will begin to turn the corner."
construction, as well as in the operation of the plant.
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Feedback on Technology
Assistance Programme (TAP)

T

he Department of Science and Technology's (DST)
Technology Localisation Programme (TLP) was
launched in support of the government's Competitive
Supplier Development Programme (CSDP), aimed at
increasing the competitiveness of local suppliers in major
procurement opportunities.
For the 2010/11 financial period, the DST prioritised
the country's foundry industry and launched the
R26 million TLP to assist 28 selected foundries in
improving their technological capabilities to enable them
to leverage procurement opportunities from state-owned
entities, Eskom and Transnet. The support is made
available to foundries through CSIR and Mintek.
Three successful cases of local foundries making use
of the TLP interventions include KEW Foundries,
Pressure Die Castings and Pfisterer.

KEW Foundries
KEW Foundries is proud to be a part of this programme.
"Besides the financial implications, the pooling of
technology and expertise is something that has been
lacking within the foundry industry in South Africa for
as long as I can remember," says John Bryson,

28

castings sa

vol 11 no 6

April 2011

KEW Foundries Director of Foundry Operations.
Since the launch of the programme, the company has
managed to address various short-term challenges relating
to the casting of larger diameter solid sheave wheels,
thereby minimising the necessity for the smaller half-rim
assemblies, which will ultimately reduce machining times
and associated costs.
As part of TAP, KEW Foundries is supplying castings,
material for testing, technical specifications, foundry
process knowledge, as well as other technical input and
time. "We are also highlighting the positive nature of this
initiative and encouraging participation by more and more
industry members," comments Bryson.
During the initial stages of the programme, components
linked to Eskom and Transnet's infrastructure spend on
their CSDPs were identified for localisation by the DST and
grouped into categories, depending on the technology
needed for their production. The next step was
benchmarking the foundries best prepared to manufacture
these components for original equipment manufacturers
(OEMs), which would be awarded contracts by the
state-owned companies. The singled-out foundries were
then provided with technological assistance packages
- developed according to identified gaps in technology
- in order to enhance their global competitiveness.
Research organisations Mintek and the Council for
Scientific and Industrial Research (CSIR) were contracted
by the DST to provide the foundries with the technology
assistance needed. Although reporting to different
government departments, Mintek and the CSIR were
selected for this initiative due to the crossover in
technology between the two and the existing infrastructure
offered, which is in line with the requirements of the
programme.
As South Africa's national mineral and metallurgical
research organisation, and a leading technology institution,
Mintek provides mechanical testing, process optimisation
and technology licensing services, among others.
"The support we offer KEW Foundries in particular includes
certifying casting production methods, testing and verifying
product properties for specific applications, as well as
assisting with research and development on new products
and materials," says Dr Jones Papo, Head of Physical
Metallurgy, Mintek.
Bryson is thrilled about the channels of communication
this programme has opened up with major service
industries, such as Mintek, as well as between foundry
personnel. "We are presently working with Mintek on an
SG Iron project relating to hardness and wear properties,
which will hopefully open the doors to various export
markets. In addition, the CSIR is analysing our material for
large slag bath assemblies for the smelting industry to
determine suitability under various thermal conditions,"
says Bryson.
KEW Foundries is also very excited about complementary
training programmes run by the South African Institute of
Foundrymen (SAIF), funded by the Department of Trade
and Industry (DTI) through the National Foundry Technology

Network (NFTN). "We currently offer two types of training
programmes," explains John Davies, CEO, SAIF. "The first
relates to more long-term skills training for school leavers
with an interest in this field, who are later absorbed into
the industry, once fully trained. Short-term complementary
training courses are also offered to those already operating
within the industry, as a form of continuing professional
development." The SAIF training programmes are currently
available in Gauteng and the Western Cape, but the
institute hopes to soon extend its reach to the
Eastern Cape and KwaZulu-Natal.
Pressure Die Castings (PDC)
Process Monitoring Systems to monitor and record
injection pressure, displacement and velocity profiles of
the high pressure die casting machines (HPDC) have been
installed at PDC. The process monitoring systems are
referred to as Shot Monitoring Units (SMU). The
requirement was that each HPDC must have its own SMU,
that it should have a colour touch screen display and be
able to easily view injection profiles of each shot in real
time. SMUs also need to be heat, dust and water resistant.
Some of the benefits to PDC after installing the SMUs
were the following:
• Increase in productivity
• Rapid Fault Diagnosis on the HPDC machines
• Accurate measuring and setting of first and
second stage velocity

•
•

Predictive indication of sticking metal injection
pistons
Reduction in rejects

Considerable savings and valuable information and
training opportunities have become possible through the
installation of the SMUs.
Pfisterer
Pfisterer benefited in various instances with the
assistance that they have received as part of TAP. Through
the funding, simulated die and runner design has been
made possible and includes benefits such as:
• Saleable products are being produced through the
die from the very first shot during the commissioning
phase
• Reduction in the reject rate has equated to benefits
such as reduction in aluminium lost and an increase in
factory melting capacity
• Recommendations are being looked at regarding
the optimisation of the physical layout of the foundry,
emphasising the potential cost reduction that may be
achieved using different technologies
Support to the selected foundries in lean and clean
manufacturing and reduction in casting scrap shall
continue under the TAP, with the desired outcome being a
local industry technologically ready to deliver to the State
Owned Enterprises, Eskom and Transnet.
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New foundry,
Dycer Foundry and Patternshop,
up and running

D

ycer cc was
started by
John and
Connie Gawler in
Nelspruit out of
necessity to make a
living, and they
bought and
sold literally
anything that made
money, but within a
short period became
focused on sourcing
and supplying
bus parts to large
fleets in South Africa
as an opportunity
became available in
this market.
After a few years
they took over a
small engineering
shop that had made
components for
them. This was the
start of Dycer
Sales Manger Deon Lutchman and owner John Gawler are seen on the Dycer Engineering / Dycer Foundry
Engineering, which
and Patternshop stand at the Automakanica exhibition that took place in March
has expanded it's
capabilities
considerably,
Taking a component or assembly from concept to completion
doing mostly
is something they always strive to achieve,
CNC machining and
fabrications, but they
and will invest in equipment if the volumes justify it.
but will tackle
Pattern making and sourcing castings from a number of
anything outside of
that scope in order
different foundries was also a spin off from this type of thinking
to learn and
progress. Taking a
component or
components, but more and more general engineering work
assembly from concept to completion is
is now also done.
something they always strive to achieve, and will invest in
The foundry uses used engine oil to fire their aluminium
equipment if the volumes justify it. Pattern making and
furnace, as well as their rotary furnace for SG Iron. They
sourcing castings from a number of different foundries was
have their own sand reclamation plant, sand mixer and
also a spin off from this type of thinking.
core blowing facilities. Resin patterns are now made on
This led to Dycer Foundry and Patternshop being
CNC'S using Solidworks and Mastercam for drawings and
started as a separate entity last year, and it now casts
programming.
SG Iron (SG42) and aluminium (LM6) and operates as a
The sales are run by Deon Lutchman, engineering shop
jobbing foundry. This is in line with their long term vision
by John van Niekerk, fabrication shop by Andre Louw, QA by
of vertically integrating as much of the manufacturing
Martin Christian, foundry by Gary Quibell and the business
process as possible, for whatever components they make,
is now based in Silverton, Pretoria. Dycer is also ISO 9002
and to build a wide and versatile skills base within the
accredited and has a level 4 BBBEE rating.
business.
For further details contact John Gawler of
The market focus has primarily been automotive
Dycer Foundry and Patternshop on TEL: 012 804 2331
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AfriMold trade fair
to highlight local tooling,
die and moulding expertise for
South African industries
Major local industries such as automotive and packaging are
spending millions of Rand on local design, engineering and manufacturing
equipment and services - only to have the tooling, dies and moulds manufactured
overseas instead of in the local economy.

T

his is a
situation that
the second
AfriMold Exhibition
from 27-29
September at the
Sandton Convention
Centre, aims to
address. Exhibition
managing director
Ron MacLarty
comments that
tooling, dies and
moulds made
overseas can be less expensive if they are correctly made,
BUT if they are wrong it becomes a very expensive experience.
"AfriMold 2011 is a very focused and specialised
opportunity for local tooling, die and mould makers to meet
local manufacturing companies so that they can do
business together in South Africa. Also, for South African
based industries that need such services to meet highly
skilled and competent tooling, die and mould making
companies in this region.
"The exhibition is a vehicle for local tooling, die and
mould makers to get into the market and find selective
work which suits a particular toolroom," added MacLarty.
"It has been proven as an excellent means of showing local
capability and expertise. Last year business worth
R6.5-million was concluded and two agencies were
acquired within the three days of the show itself.
Significant other business was concluded in follow-ups
after the show."
The organisers are confident that this year's exhibition,
already 60 percent sold, will be double the size of the
inaugural event last year and possibly even exceed this by
trebling.
Increasing focus is falling on computer-aided engineering
(CAE) and a shift from conventional machinery to computer
numerical control (CNC) machinery. Manufacturers can
make plastic parts using highly cost-effective 3-dimensional
printers which allow trial manufacture and customisation of
parts before the final production tool is made.
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MacLarty points
out that every part
made has to go
through the
comprehensive
"design cycle and
product
development" and
AfriMold expects to
have exhibitors
representing each
step in the cycle,
which runs from
design, materials,
simulation, visualisation, engineering / CAE, virtual reality,
CAD and CAM, rapid prototyping and tooling, pattern
making and prototyping, mould making and tooling, tools,
machine tools, quality assurance and automation and
finally to processing and finishing.
"One of our major objectives is to encourage the
South African tooling industry to adopt and invest in the
technologies that make up the product development design
cycle. The more innovative and competitive they are the
more major local industries will be encouraged to place
their tooling, die and mould requirements locally. Tooling is
a R6-billion industry in SA yet the local share of that is just
R1.2-billion with the remainder of the work being placed
overseas. In essence, we are importing more than
60 percent of the tools we are using in manufacturing."
A plan to address this situation is the National Tooling
Initiative Programme (NTIP) within which there is also a
Gauteng Tooling Initiative (GTI) involving the
implementation of a re-orientation programme and
apprenticeship curriculum to be completed by 2014.
"AfriMold is an instrument that not only draws attention
to this situation but provides a platform for positive
developments to address the problems the tooling industry
faces," said MacLarty. "We are confident that AfriMold
2011 will build significantly on the successes of the
inaugural show last year."
For further details contact Ron MacLarty at AfriMold
on cell 072 353 6699 or visit www.afrimold.com

AfriMold Foundry
Conference

A

friMold, together with The National Foundries
Technology Network (NFTN), The South African
Institute for Foundrymen (SAIF) and The Aluminium
Federation of South Africa (AFSA), have pleasure in
announcing a Call for Papers for the one day
foundry conference to run concurrently with the
AfriMold conference, which takes place during the
second AfriMold Exhibition from 27-29 September 2011
at the Sandton Convention Centre.

•
•
•

Utilisation of CAD/CAM and other
computational technologies
Shortening the off-tool sample lead time
Agility, flexibility and responsiveness to
market needs

Both local and international speakers
are invited to submit possible papers with the
title of their talk, a brief paragraph about the topic,

AfriMold Exhibition from 27-29 September 2011 at the Sandton Convention Centre
The theme for the 2011 conference is Metal Casting,
Moulds and Dies for Foundries - from design to
first-of samples and includes the following
sub themes:
• Design for Energy Efficiency

and speaker contact information to
info@afrimold.co.za.
All submissions will be acknowledged within
two weeks of receipt by the conference organisers.
Speakers attend the conference and exhibition at
no charge.
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KEW Foundries
updates for future prospects
During a recent upgrade of its foundry, KEW Foundries installed a
new 15 ton sand mixer manufactured by Endeco

K

EW Foundries, Africa's sole manufacturer of cast
headgear sheave wheels, has recently upgraded its
foundry in Kimberley with new equipment at a cost of
R725 000. This is in line with its long-term strategy to build its
business by reinvesting to ensure that it is geared for future
expansion.
"This capital outlay forms a part of our drive to improve our
infrastructure to maximise the benefits of a new three ton
medium frequency melting furnace, to add to the existing three
and six-ton mains frequency furnace, which we envisage to
have in place by the end of 2011," explains John Bryson,
Foundry Director.
The largest cost involved replacing the existing eight ton
sand-mixer with a 15 ton Endeco unit that was raised to fill
higher moulds and the installation of a chemical auto-blend
unit in the heavy casting bay. The eight ton unit will be
redeployed in the light casting bay, after being refurbished to

produce its original 10-ton output.
The new equipment is more user-friendly and will improve
the quality of the moulds, thereby reducing mould breakages
and improving casting quality, which in turn will reduce fettling
costs.
To accommodate this upgrade, the sand plant had to be
modified to increase throughput, with more upgrades in the
pipeline.
"The manufacturer of the sand-mixer, Endeco, also assisted
with the installation and provided advice for current and future
modifications of the sand system to improve productivity. This
kind of relationship between the supplier and customer is
required to guarantee the future of the foundry industry and is
the kind we strive for with reference to our customers,"
concludes Bryson.
For more information contact John Bryson of
KEW Foundries on TEL: 053 841 0474

18th World Conference on NDT in Durban,
South Africa, 16 - 20 April 2012
Now is the time to start planning your involvement in the 18th World Conference
on NDT which takes place in Durban, South Africa 16 - 20 April 2012,
only about a year from now.

Y

ou may want to sponsor one of the events, promote your
business in the large exhibition, present a paper, organise
a workshop, participate in the conference, take your
companion with you for the social programme, or book a
holiday alongside the conference. In every case, the sooner you
make your plans the better!
The 18th WCNDT will be a "once in a working lifetime
opportunity" for many of us to take part in a major NDT event in
Africa. The World Conference is organised every four years and
moves around the globe with ICNDT members from Europe,
Asia-Pacific, Pan America, and Africa bidding for the privilege
so arguably Africa's next turn will not come before 2028.
The conference theme "NDT IN SERVICE OF SOCIETY"
reminds us of why our discipline is so important and why we
need to share our knowledge, technology and experience for
the benefit of all. ICNDT therefore want to do everything
possible to maximise the benefits of this opportunity to the
whole African NDT community.
ICNDT is planning with the conference organisers a number
of ICNDT events to be held during the conference:
1. Open Session in the conference on IAEA projects in the
NDT field to:
• allow IAEA to showcase its work
• to promote discussion on future projects
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2. Workshop for Regulators
designed to inform regulators of the
value of NDT and how to ensure its
reliable delivery
3. Workshop on Qualification and
Certification of NDT
personnel including the
proposed ICNDT Multilateral
Recognition Agreement
4. ICNDT Workshop for
new/fledgling NDT Societies
and Certification Bodies:
• meet "buddy" societies willing to be mentors
• meet Certification Bodies willing to be partners
• website shell scheme
5. ICNDT Research workshop
• Opportunities to meet researchers from large
international laboratories
For further details on the SAINT conference visit
www.wcndt2012.org.za. There you will find the first
announcement and the Sponsorship prospectus. On-line
registration opened in March.

South African company
develops
supercleaning method
for superalloy scrap
South African superalloy producer
Avalloy has developed a world-leading
method, which it has named Avacleanse,
of cleaning and decontaminating used
superalloy components, allowing them to
be melted down and re-used to make
new superalloy products.

A

vacleanse took us approximately two years to develop,"
reported Avalloy CEO Alan Bissell. "It is an ongoing
process. We developed it on three alloys and we are now
extending it to other alloys. It is not one process. It is a suite of
processes, dependent on the material supplied, its condition
and the specification we have to deliver to." The processes
involved are mechanical, chemical and pyrometallurgical.
Superalloys are so-called because they are extremely
resistant to high temperatures, high stresses, fatigue and
deformation (known as creep), and are used in high-technology
applications, such as to manufacture high pressure turbine
blades for jet engines.
They can be based on nickel, cobalt or iron, but typically
will include from eight to 30 component materials. They come
in two forms: cast and wrought.
"The modern aerospace industry would be impossible
without superalloys," he highlighted. "It is not an accident that
they are called super."
To achieve the desired performance, superalloys must be
very pure, with incredibly low levels of contaminants and
impurities. "A one atom [of impurity] in a bucket of metal kind
of thing," as Bissell put it.
Aeroengines and gas turbines are extremely hostile
environments, and their superalloy components pick up a lot of
contamination from, for example, the fuel and the combustion
of that fuel.
Hitherto, when the time came for them to be scrapped,
they could not be simply melted down and recycled as
superalloys - the contaminant and impurity levels are far too
high. This greatly reduced their scrap value.
Now, however, Avalloy's new approach means that these
scrap components can be reliably cleaned to such a degree
that they can be recycled to produce new superalloy
components. "We believe that Avacleanse will drive our
business forward dramatically," he observed.
Superalloys are employed in the aerospace, automotive,
biomedical, industrial and marine gas turbine, and specialist
engineering sectors. Avalloy, based at Pelindaba, west of
Pretoria, is the only superalloy manufacturer in Africa and one
of a small number around the world. One of its shareholders is
renowned UK engine manufacturer Rolls-Royce, and Avalloy
superalloys are incorporated in Rolls-Royce aeroengines.
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international news

$2.6 billion sale
of Süd-Chemie to Clariant
Swiss specialty chemicals manufacturer Clariant announced a $2.6 billion
acquisition of German catalyst and absorbent maker Süd-Chemie.

T

hree Am Law 100 firms and three of their European
counterparts have landed key legal advisory roles on the
deal. Skadden, Arps, Slate, Meagher & Flom M&A partner
Bernd Mayer and corporate counsel Frederick von Mallinckrodt
in Munich are representing the family shareholders of
Süd-Chemie, which is based in the Bavarian city. The company,
which was founded in 1857, is also owned by One Equity
Partners, a private equity affiliate of financial giant JPMorgan
Chase.
One Equity owns slightly more than 50 percent of
Süd-Chemie. German firm Hengeler Mueller and Swiss firm
Baer & Karrer are advising One Equity on the sale of its stake
in the company to Clariant. German legal publication Juve has
the details on the lead lawyers working on the deal, the first
major acquisition by Clariant in a decade, according to
Swiss news services.
Several companies vied with Clariant to acquire
Süd-Chemie. In January it was reported that One Equity had
lined up four bidders--including U.S. conglomerate Honeywell
and Belgian battery materials maker Umicore--for its majority
stake in the company. Juve reports that Jones Day advised
Mitsui Chemicals, one of Japan's largest petrochemical
producers, on its ultimately unsuccessful bid for Süd-Chemie.
Continuing to redefine itself after two years of restructuring,
Switzerland's Clariant has bid $2.6 billion to acquire German
specialty chemical maker Süd-Chemie. The Swiss firm has
secured agreements for the deal with owners that hold more
than 95% of Süd-Chemie shares.
News of the purchase took center stage at Clariant's 2010
results press conference in Zurich, eclipsing boasts about a
turnaround in financial performance. Clariant reported

8% sales growth in 2010 to $7.6 billion and full-year net
income of $204 million, which beat analyst estimates by
nearly 20%.
Declaring the 2009-10 restructuring effort complete,
Clariant CEO Hariolf Kottmann said the acquisition is "an
exciting first step to grow our company from the solid base we
created in the last two years." Assuming regulatory approvals
proceed smoothly, the deal could close by midyear.
Kottmann stressed that Süd-Chemie's two main businesses
offer high-margin opportunities in markets outside Clariant's
current scope and that its strong R&D programs will quickly
boost the innovation platform that Clariant is building.
Süd-Chemie's preliminary 2010 results show adjusted earnings
of $131 million on sales of $1.7 billion, split between its
adsorbents (59%) and catalysts (41%) businesses. The two
divisions will expand Clariant to a total of 12 business units
when the deal is complete, Kottmann said.
Süd-Chemie's biggest shareholder is JPMorgan Chase's One
Equity Partners arm, which bought into the company in 2005
and has owned 50.4% of it since 2007. Süd-Chemie says it
learned last fall that OEP was reviewing exit options because it
had reached the end of its expected five-year ownership period.
OEP cashed out of carbon black producer Columbian
Chemicals for $875 million.
Clariant has a rocky history with acquisitions, notably with
its ill-fated 2000 purchase of pharmaceutical chemical
company BTP for $1.8 billion. Still, Markus Mayer, European
chemical analyst at UniCredit, takes a positive view of the new
deal, highlighting the high-margin opportunities in Süd-Chemie's
portfolio. "The deal makes sense for the long-term prospects
of the company," he told clients in a research note.

Künkel Wagner - Change of ownership

A

s of January 1, 2011 Simplex Capital Asia Ltd. has
acquired 100% of the shares of Künkel-Wagner
Prozesstechnologie GmbH. The acquisition includes the
investments in India and Switzerland. As part of the
transaction, the former owner Mr. Günter Voß has withdrawn
from all operational responsibilities and Mr. Georg Blinn
and Mr. Wayne Wan have been appointed as
Managing Directors of Künkel-Wagner Prozesstechnologie
GmbH.
Simplex Capital Asia Ltd. is an investment company based
in Hong Kong that in the past has successfully invested
primarily in Asia and since last year has expanded its focus to
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Europe. Key criteria for the investment in Künkel-Wagner are
the excellent reputation of Künkel-Wagner in the market and
the untapped potential in growth markets.
Under the new ownership, Künkel-Wagner is firmly
committed to strong operations and local management in
Germany and intends to further invest in production capacity
and to expand the product range to serve existing and
new customers. The interests of Simplex and Künkel-Wagner
are deeply vested in "Made in Germany" and the established
know-how base. Künkel-Wagner Prozesstechnologie GmbH is
fully committed to remain a reliable and loyal partner to
all customers and suppliers.

NADCA launches online education & training
Offers convenience, savings in travel expenses.

T

he North American Die Casting Association recently
launched its online education system, offering students
the convenience of taking courses anywhere, and the
ability to complete the courses on their own schedule - even
leaving the course and picking up right where they
left off.
In addition to the convenience of moving at one's own pace,
the online education and training allows employers to save on
time and expenses normally spent on traveling to class
locations.
As of now, there are full online courses that include exams
that count towards certification, short online courses, and a
free safety course available.
Full Online Courses ($99)
• Introduction to Die Casting
• Metal Melting & Handling
• PQ2
• Product Design ($59)
Short Online Courses ($19)
• Energy Training

•
•
•

Dross Training
Managing Combustible Dust Hazards in Die Casting
Greenhouse Gas

Free Online Course
• Safety in the Die Casting Workplace
NADCA has been developing its online education system for
the last two years, with each course taking approximately three
months to develop. Initially, the courses were hosted online
through a partnership with Tooling U. However, according to
Athena Catlett, Advertising & Promotions Manager, the
association recently acquired software that allowed the NADCA
to host the courses on its own.
The program has been successful so far. "We have received
a number of requests for additional information which allows
us to know that there is a great deal of interest in this new
online education system. NADCA will continue to create new
online courses as we strive to make education a priority in the
die casting industry," added Catlett.
For course descriptions and registration, visit
www.diecasting.org/education/online.
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No-bake
binder developments
This is a paper presented at an ICME meeting by Andrew Busby
of Ashland Casting Solutions.

T

he No-Bake binder systems to be discussed were
Furan, Ester Cured Phenolic and Phenolic Urethane.
An interesting comparison was made of the relative
use of each binder system by percentage market share in
the UK, Europe, Russian Federation, Asia, Africa and the
Americas.
Each of the binder systems was examined in terms of
characteristics that were advantages or disadvantages of
their use. Improving the existing technology to control or
improve a characteristic that is a disadvantage of a binder
was seen as the best way forward by Ashland Casting
Solutions.
Furan binder systems account for approximately
38% of the UK chemical binder market. Furan is a popular
binder system due to it being easy to control, having
generally the lowest material costs, excellent strength with
low addition levels and a high mechanically reclaimed sand
re-use level.
The disadvantages of Furan are that it has the biggest
raw material price swings, the most smell at the mixer,
sulphur dioxide fume on casting and most significantly the
pending reclassification of furfuryl alcohol as a toxic
substance.
The hazard classification changes mean most furan
resins changing classification from a harmful to a
toxic material. This classification change could see the
move from a group B to a group D substance, as
judged by COSHH essentials, with a corresponding
90% reduction in ppm exposure level for furfuryl
alcohol.
Extensive work carried out on a global
development project led to Magnaset® Plus and
Magnaset® Xtra.
The new Furan technology solves several of the issues
by an up to 80% reduction in furfuryl alcohol levels
allowing the material to remain categorised as harmful.
A higher reactivity has seen between 10 and 25% reduction
in sulphur levels in the catalyst with the corresponding
benefits of lower sulphur dioxide and less sulphur
reversion in ductile irons or embrittlement in steel
castings as well as much lower furfuryl alcohol
exposures.
The resultant Furan bonded sand system is faster
curing with only a small reduction in working time to strip
time ratio and allows similar levels of sand reclamation on
existing equipment.
Ester Cured Phenolic No Bake Binders are the most
popular at 57% by market share in the UK. The resin
system has the advantages of being water soluble, having
low odour at mixing, good thermal stability, being easy to
strip and possessing good casting properties.
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The disadvantage of this family of resins is lower
strength moulds, lower mechanically reclaimed sand re-use
levels, phenol odours on casting and poorer moulding
properties with mechanically reclaimed sand, particularly
the work time to strip time ratio.
The answer to the main disadvantages of Ester cured
phenolic binders is the use of thermally reclaimed sand
with Novatherm A40 to give a reliable system with good
moulding properties and costs.
The use of thermally reclaimed sand with the
Novatherm A40 additive gives better strength moulds than
with new sand plus the optional benefit of lowering the
resin addition for the same strength values. Using
thermally reclaimed sand as a mould facing avoids
problems with short work time whilst using a unit blend of
thermally reclaimed sand, mechanically reclaimed sand
and new sand in prescribed ratios results in optimum
moulding properties and costs where work time is not a
problem.
Phenolic urethane no bake resin systems have only
5% of UK market share and are characterised as having
high strength at low resin additions, fast curing, excellent
work time to strip time ratio as well as a high re-use level
of mechanically reclaimed sand.
Potential disadvantages are low hot strength,
difficulty to strip, high solvent odours and smoke on
casting. To counteract the main disadvantage of odours
and smoke evolved on casting Ashland have developed a
low smoke system with their E12 and E25 binder systems.
Further developments have been made to address the
stripping rigidity of the moulds as well as increasing the
strip time window.
To summarise these recent developments in the three
no bake binder systems it can be said that the key negative
aspects of the systems have been identified and some of
these resolved to varying degrees, from improvements to
avoid serious environmental control costs through to
providing economic and practical in-use improvements.
Because none of the binder systems are still ideal
development work continues.
An additional area for consideration in optimising
no-bake moulding systems is potential issues with the
moulding loop design. It is fair to say that this should not
be a case of one design fits all binder systems or moulding
requirements.
The work time and strip time requirements of the binder
system have to be accounted for in the length of time for
curing built into the cycle. Buffer storage in the moulding
loop, although still not ideal, allows key operations to
continue when subsequent operations are backed up,
thereby improving productivity.

Draft VDMA specification - “Determination of
machine-related power consumption of pressure metal
die casting machines”

E

fficient use of energy and resources as well as the CO2
footprint are gaining more and more importance in the
foundry industry either
concerning permit
procedures required by the
authorities or by
optimisation of operational
costs.
In order to compile an
objective comparison of
energy with physical data,
the VDMA working group
"Die Casting Machines" has
elaborated a standardised
cycle for the measurement
of power consumption.
Consistently
ascertained operating
figures regarding power
(kWh/standardised cycle)
for die casting machines
are - amongst others - the
basis for the optimisation of
the total power consumption
already during the planning
stages of a machine and
help to plan the entire
complex cost and energy
optimisation.
The VDMA specification
VDMA 24499 "Determination
of machine-related power
consumption of pressure
metal die casting
machines" describes a
consistent process for the
process of energy
measurements, their
framework and the
documentation of the
results, taking into account
both the interests of the
manufacturers and the
users.
By standardised
determined operating
figures regarding energy,
the customer is able to
evaluate the power
consumption of die casting
machines of different
manufacturers. The data on
power consumption indicated in the past was not
comparable due to lack of a
defined standardised
measuring cycle.
The Draft VDMA 24499

is available in German and English and can be ordered free
of charge via foundry@vdma.org
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GIFA organisers
spotlighting energy, resource
conservation
"ecoMetals" campaign will highlight exhibitors'
innovation, competence.

T

he organisers of GIFA 2011 and its companion trade
expos are promoting the energy-saving and natural
resource-conserving possibilities of the industries to
be covered by the five-day event that starts June 28, in
Düsseldorf, Germany. The "ecoMetals" campaign will
highlight exhibitors that are
presenting noteworthy new
developments in energy and
resource efficiency.
In view of global climate
change, new approaches are called
for in order to reduce the
consumption of energy and natural
resources. The GIFA/METEC/
THERMPROCESS/NEWCAST trade
fair quartet will be presenting
especially sustainable innovations
in the foundry industry within the
new "ecoMetals" campaign. A
special logo attracts visitors'
attention to the eco-eyecatchers.
When it comes to conserving
raw materials, the foundry industry
is a pioneer. More than 90 per cent
of all the parts it produces are
made by melting down scrap. At
the four international trade fairs
GIFA, METEC, THERMPROCESS and
NEWCAST, Messe Düsseldorf is
spotlighting the trend towards
higher environmental awareness
with the "ecoMetals" campaign. By
participating in this initiative,
exhibitors presenting substantially
new developments in energy and
resource efficiency from 28 June to
2 July 2011 will attract special
attention - their exhibits and
stands will be marked with the
"ecoMetals" logo. Besides more
efficient machines and systems,
progressive processes and services
are also needed.
"All of the ecoMetals solutions
presented can claim to be
groundbreaking in their respective markets, viable and
sustainable," according to Friedrich-Georg Kehrer, the
managing director of GIFA and the other trade fairs.
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"Demand for more energy-efficient products is a
constantly recurring factor on the customer side as well,"
says Kehrer. Resource-saving also pays off in terms of
profitability, and manufacturers everywhere are therefore
optimising their systems and processes - no matter
whether their business is building
energy-saving industrial furnaces,
engineering new alloys, casting
robust rotor hubs for wind-energy
plants or designing rigid
light-metal components
for cars.
"The economical use of energy
and materials is becoming an
increasingly important competitive
factor," says Max Schumacher,
environment expert of the German
Foundry Association (BDG).
"The industry is part of the
solution."
One important building block
for achieving climate protection is
innovative light metals, such as
those being researched at the
Institute of Metallurgy of the
Technical University of Clausthal.
Lightweight constructions are
becoming widespread in areas
such as vehicle manufacture. At
the same time, the power density
of engines is increasing - and cast
parts like cylinder heads are being
designed with ever more complex
geometries. "We are responding to
these requirements by developing
high-strength materials that cast
well," says Babette Tonn, professor
of foundry technology.
Industrial furnaces, which are
needed to manufacture and
process metals, are also a focus of
attention. 45 to 60 per cent of the
overall costs for producing primary
aluminium, for example, are
accounted for by electricity.
"If a furnace operator manages to cut electricity or
gas consumption by ten per cent through
intelligent upgrading of furnace controls, that can

When it comes to conserving raw materials, the foundry industry is a pioneer.
More than 90 per cent of all the parts it produces are made by melting down scrap.
At the four international trade fairs GIFA, METEC, THERMPROCESS
and NEWCAST, Messe Düsseldorf is spotlighting the trend towards
higher environmental awareness with the “ecoMetals” campaign
have a colossal impact on profitability," says Heinz-Jürgen
Büchner, an analyst at IKB Deutsche Industriebank.
The campaign will
seek to convey that
efficient machines and
systems, as well as
advanced processes
and services, are
important to
metalcasting
operations as well as
their customers. It will
involve equipment and
product design
(e.g., industrial
furnaces) as well as
process technologies
(e.g., simulation
software) and material
selection and product
design.
GIFA 2011 is a
quadrennial event that
draws thousands of
exhibitors and
attendees from around
the world. The event
will be presented
together with a
technical conference,
the 12th International
Foundry Trade Fair and
WFO Technical Forum,
as well as three other
trade events and
companion technical
programs covering
parallel industries.
Messe Düsseldorf is
staging GIFA 2011, the
12th International
Foundry Trade Fair and
WFO Technical Forum;
METEC 2011, the
8th International
Metallurgical
Technology Trade Fair
ad Congress;
THERMPROCESS 2011,
the 10th International
Trade Fair and
Symposium for Thermo
Process Technology;
and NEWCAST 2011,
the 3rd International
Trade Fair for Precision
Castings. These events

will be held simultaneously at the fairgrounds in
Düsseldorf, Germany June 28 to July 2.
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Take advantage of travel packages to
GIFA/NEWCAST/METEC/
THERMPROCESS 2011

T

rade Fair Travel in conjunction with Castings SA and
the Southern African - German Chamber of Commerce
and Industry have organised two tours for visitors to
visit the exhibition.
For more information on these travel packages please
refer to the advertisement for Trade
Fair Travel in this issue.

Travel package contact details
Please return your completed
booking form which can be downloaded
off the website
www.tradefairtours.com to
Trade Fair Travel, TEL: 031 916 1414,
FAX: 031 916 5674, or
email peter@tradefairtravel.co.za

Bookings close on the
13th April 2011.
Prices include:
• Return airfare
Johannesburg/Düsseldorf
• Airport/Hotel transfer
• Accommodation for 4 nights
• Full buffet breakfast daily
• Entrance ticket to
Fairgrounds
• Medical/travel insurance
• Düsseldorf City Guide

SAIF foundry visits in Germany
The SAIF is negotiating with the
German Foundry Association to visit
foundries in the area during your stay.
If you are interested in taking part in
a one day tour please contact John
Davies on TEL: 011 559 6455 or
083 630 2809. Transport will be
provided and a cost will be advised
depending on the numbers.

The fairground entrance ticket
which is included in the tour cost
allows the holder free travel
on all Düsseldorf transport
systems.
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Optional extras
• Special reduced domestic add on fares available
• Passengers wishing to extend their stay may do so
at an additional R500.00
• Passengers wishing to travel to London or other
cities, may do so on payment of the
additional fare

April 2011

Sad death of Roy McGregor

I

t was with great sadness that we learned of the sudden
death of Roy McGregor, on Sunday the 16th January 2011 in
Cairo, Egypt, where he had just taken up the post of
Technical Director of Greater Cairo Foundries.
Roy was born in Zambia, on the 4th of January 1948. In his
early teens, his parents decided to return to Scotland, settling
in Newmilns, in Ayrshire, where he completed his schooling.
He began his working life, in the Porterfield Foundries in
Renfrew as a metallurgical apprentice, gaining his HNC, at
Paisley College of Technology. In the mid 70's Roy went off to
work in South Africa, and during one of his trips home, he met
Carol. After a long range courtship, they married, and set up
home in South Africa, where they raised their family.
In 1986, it was decided that the family should return to
Scotland, and Roy joined the Taylor Group, working at the
Cumbernauld foundry, initially as Quality Manager, before
promotion to General Manager. He moved to the Larbert
Foundry in 1992, where he worked until its closure in 2004.
With the closure of the Larbert foundry, in 2004, Roy again
found employment on the African continent, as the Production
Manager at Alexandria Automotive Castings in Alexandria,
Egypt. In 2008 he relocated to Coimbatore in India, joining
Seforge, one of the country's largest foundry groups, as their
General Manager. In December of last year, he returned to
Egypt, joining Greater Cairo Foundries.
On his return to Scotland in 1986 Roy became more

actively involved in the activities of the Scottish Branch of the
Institute, which he had joined in 1974, being appointed Branch
President for year 1999/2000. Despite working abroad Roy
kept an interest in the Branch, apologies for his absence often
being given at meetings.
A generous, hospitable, and gregarious man, he was
committed to the foundry industry, forever encouraging younger
colleagues, and sharing his knowledge, in his own, quiet,
confident manner.
Roy had many interests outside the foundry industry, the
restoration of classic cars, being but one. A committed family
man; he was a devoted husband, father, and proud
grandfather. We extend our sympathy to Carol, son Andrew,
and daughters Lisa, and Iona, at this very sad time.
"Roy joined Ferrovorm (Alberton) when he came out to
South Africa and worked as the metallurgist there. Roy also
worked at Ballbardie Steel and Transvaal Malleable Foundries,
before joining Atlantis Foundries in the early 80's until he
returned to the UK" commented John Davies CEO of the
SAIF and someone who knew him well.
"Roy was a hell of a character, always ready for a beer and
a natter about foundries and metal castings. He was one of the
few knowledgeable and at the same time really practical guys
in the industry, never afraid to do the job himself, and a really
good mentor for the younger guys. A great loss to the industry
and one of its real characters" said John.
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product review

New holding and treatment furnace
for a wide range of different requirements
in the casting and recycling processes
The StrikoWestofen Group, a global market leader in the area of melting,
holding and dosing technology for mold-based aluminium casting,
was able to expand its activities in the field of aluminium recycling
even in a challenging economic environment.

I

n addition to the tried and tested range of shaft melting
furnaces and dosing units, aluminium chip melting plants
are already successfully established in the market, either
as pure chip melting furnaces for aluminium chips or shaft
melting furnaces combined with chip melting
technology.
To meet the demands of aluminium recycling, the new
range of holding and alloy furnaces of the H(R) - T type is
now being added. These units have a holding capacity of
8,000 to 20,000 kg of aluminium alloy without a melting
shaft. Because of its modular design, the H(R) - T is available
with or without a melting ramp.
This type of system is used for holding aluminium alloys
which have been melted in separate large melting units or
rotary drum furnaces and for composition adjustment of
alloys and controlled casting of liquid metal in launder
systems or continuous casting machines.
The first melting and casting unit has been developed
for a customer in Turkey in partnership with KMF
Maschinenfabriken of Villach, Austria. Other projects are
currently in preparation. One of the product divisions of
KMF - Maschinenfabriken manufactures rotary drum furnaces
which feature a melting procedure with a low salt and oxide
content. Low temperature carbonization gases released from

the melting of contaminated materials are subsequently
burnt directly in the rotary drum furnace. The continually
monitored furnace atmosphere guarantees the highest
possible yield. Recycling material such as aluminium scrap,
aluminium chips and dross is melted in a rotary drum furnace
in an environmentally-friendly and energy-efficient way.
The liquid aluminium is fed via a launder system to the
HR - T 10,000/500 holding/alloy furnace supplied by
StrikoWestofen, in order to carry out possible analysis
corrections and to store the metal.
In the aforementioned case, the furnace is equipped as a
HR - T type with a melting ramp which allows great flexibility
of operation. Here, the required alloying elements are
preheated with a burner which is mounted above the ramp
before they go into solution. It is also possible to melt up to
500 kg of aluminium ingots per hour on the ramp. Porous
plugs are installed in the bottom of the holding area and have
a threefold effect:
• Good mixing of the alloying elements with the
liquid aluminium
• High temperature stability throughout the
bath area
• Degassing and cleaning of the alloy
Once the metal samples taken from the plant meet the
required alloy specification, the plant is tilted by means of the
hydraulic unit which is equipped with a proportional valve.
Continuous casting of the liquid metal then takes place, in
the abovementioned case onto an ingot casting conveyor. The
system can also be used for the production of billets and
rolling slabs.
Aluminium recycling is becoming increasingly important
even for casting foundries. The cost of raw materials can be
significantly reduced, as well as the material logistics
expenditure.
The StrikoWestofen Group views the cooperation with
KMF - Maschinenfabriken as another opportunity for offering
an even wider range of solutions to support modern foundries
in the optimization and simplification of their processes. This
is based on the continuous development of energy-saving and
environmentally-friendly leading-edge technologies. This is
what both companies stand for.
For further information visit contact Mike Retief of
Ceramic and Alloy Specialists on TEL: 011 894 3039 or
visit www.strikowestofen.com and www.kmf.at
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Optimum combustion
reduces your fuel bill
T

his helps the whole world and future generations by
reducing harmful greenhouse gas emissions.
The current high cost of fuel has helped to reduce the
payback period for the cost of installing oxygen monitoring
and air / fuel ratio control. It makes sense to consider the
benefits of installing an oxygen system on your combustion
process.
The 1732 oxygen transmitter is suitable for gaseous
oxygen measurements in a variety of processes. These are
some of those processes that the 1732 is designed for:

Boilers - power generation, package, black liquor recovery;
iron & steel - heating furnaces, coke ovens, soaking pits;
kilns & furnaces - rotary lime, cement, glass, ceramic,
brick; aluminium - potlines, holding furnaces;
incinerators - PVC, medical waste, toxic waste;
nitrogen purity generator; o2 enrichment - generator;
food packaging - continuous monitoring.
If your particular process is not listed above
then Temperature Controls would love to hear from
you. There is a good chance that Novatech Controls

This is the sixth generation of zirconia oxygen transmitters
designed and manufactured by Novatech Controls since 1980. This oxygen
measurement is based on the world's strongest zirconia sensor that was developed
by the CSIRO's Department of Materials Science
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has an appropriate product for your process.
This is the sixth generation of zirconia oxygen
transmitters designed and manufactured by
Novatech Controls since 1980. This oxygen measurement
is based on the world's strongest zirconia sensor that was
developed by the CSIRO's Department of Materials Science.
Novatech Controls holds the exclusive rights to
manufacture this unique sensor.
This sensor, combined with the state-of-the-art

1732 transmitter, provides the perfect solution for your
gaseous oxygen measurement. Novatech have been
dedicated to designing and manufacturing the most
reliable zirconia oxygen measuring instruments for more
than 25 years.
For further information please contact the Sales
Department, Temperature Controls (Pty) Ltd on
TEL: 011 791 6000 or email: sales@tempcon.co.za
or visit: www.tempcon.co.za
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Introducing
MTS Criterion™
Universal Test Systems
for manufacturing
quality and product
development applications

M

TS Systems Corporation recently introduced
MTS Criterion™ Universal Test Systems, a
comprehensive new family of affordable, reliable
and easy-to-use mechanical test systems engineered
specifically for manufacturing and product development
applications.
With the introduction of MTS Criterion Systems, the
benefits of MTS technology and expertise now extend
across the entire testing spectrum - from advanced
research to manufacturing quality
control and quality
assurance. No matter
where you fit on this
spectrum, no test
solutions supplier is
better qualified than
MTS Systems
Corporation to
understand your
testing needs and

quickly deliver a reliable, sustainable solution.
Integrating state-of-the-art, high-resolution MTS controls
and a complete portfolio of robust electromechanical
and static-hydraulic load frames, MTS Criterion
Systems deliver the reliable, accurate and
repeatable monotonic testing necessary for ensuring
high-volume production quality, as well as the
versatility required to address a wide range product
development needs.
The utility of MTS Criterion Systems spans
a wide range of materials and component test
applications.

With the introduction of
MTS Criterion Systems,
the benefits of MTS technology
and expertise now extend across
the entire testing spectrum - from
advanced research to
manufacturing quality control
and quality assurance
48

castings sa

vol 11 no 6

April 2011

Featuring intuitive TestWorks®
software, a large and growing
library of standards-compliant
test methods (including ASTM,
ISO, DIN, EN, BS), and a
full complement of
high-quality grips, fixtures
and environmental simulation
accessories, these
systems are ideal for performing
efficient tension, compression,
flex/bend and shear tests on
a full array of specimens.
These include metals,
polymers, construction materials,
composites, wood and
paper products, biomedical
products, fibers and textiles,
adhesives and coatings, foam,
and more.
MTS Criterion Systems make
an excellent foundation for
establishing global,
standardized test procedures,
and efficiently equipping
vocational and academic
institutions. MTS Criterion
electromechanical and

static-hydraulic load frames
are safe, easy-to-operate and
adhere to worldwide safety
directives such as Machinery
2006/42/EC; Low Voltage
2006/95/EC; EMC Directive
2004/108/EC; and GOST-R.
Additionally, TestWorks software
features an operator-friendly,
multi-language testing
interface.
MTS Criterion Systems can be
rapidly configured, delivered and
set up to quickly meet your
specific manufacturing quality or
product development testing
requirements. All systems
are backed by the global
MTS Service & Support
organization, a highly experienced
team committed to maintaining
the high uptime and operational
efficiency of your test system
investment. The MTS
Service & Support offering
includes: installation and
operator training;
advanced TestWorks software
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MTS Criterion Systems
make an excellent foundation
for establishing global,
standardized test procedures,
and efficiently equipping vocational
and academic institutions.
MTS Criterion electromechanical
and static-hydraulic load frames
are safe, easy-to-operate and adhere
to worldwide safety directives
training; custom test method generation; calibration;
and ongoing maintenance.
Contact IMP Scientific & Precision today and
explore how affordable, new MTS Criterion Systems
can enhance the accuracy and efficiency of your
product development and manufacturing quality
testing programs.
For more information, contact your nearest IMP branch,
Gauteng 011 916 5000, Kwazulu Natal: 031 764 2821,
Western Cape: 021 852 6133,
Eastern Cape: 041 364 0159, Free State: 018 293 3333
or Email: info@imp.co.za
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Padicon® replaces
a rigid load limitation method
with a smooth, process oriented
adaptive control system
Peak demand cut by 21 per cent.

D

r. Tanneberger GmbH develops energy
monitoring systems for industrial,
commercial and administrative
purpose with a special focus on process
engineering for consumption management.
The Padicon ® principle
With power consumption as its command
variable, Padicon® improves production
processes at the foundry. High-energy
processes are no longer independent, as
before, instead they are co-ordinated,
balancing out peaks and troughs in demand
against one another. Power demands
undergo less fluctuation.
The result: peak performance with no peaks
in demand.
Improving power efficiency
All of a foundry's furnaces can be
operated simultaneously with no rise in
power consumption. Peaks in electricity
demand can be controlled precisely and
sustainably. This not only guarantees that
the workflow is uninterrupted, it also cuts
energy costs without lowering production.

With power consumption as its command variable,
Padicon® improves production processes at the foundry.
High-energy processes are no longer independent, as before,
instead they are co-ordinated,
balancing out peaks and troughs in demand against one another
Record result for Padicon ®
At Reinhard Tweer GmbH, Padicon® has set
a new record: using the process developed by
Dr. Tanneberger GmbH, the Bielefeld foundry
cuts 21% off its peak demand. This figure means
that Padicon®'s energy-saving potential has risen
considerably over the last few years, and it sets
new standards for future projects at Dr. Tanneberger
GmbH.

The value of monitoring
Thanks to seamless monitoring, Padicon® reveals
weaknesses in the production process. The process also
provides a transparent overview of power consumption for
every connected unit, at any time. New units can also
easily be hooked up.
For further details contact Paul Ochs of Saveway
Furnace Monitoring South Africa on TEL: 012 667 2178 or
083 635 3782.
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Endress+Hauser achieves
1 000 000th milestone
Global process instrumentation specialist Endress+Hauser
has announced another milestone in its history the manufacture and sale of its 1 millionth iTEMP® head transmitter.
A brand name is born
For Endress+Hauser the success story of this
transmitter portfolio began 10 years ago when the
first iTEMP ® head transmitter, TMT181 was manufactured.
With its 4…20 mA output it was one of the
first digital temperature transmitters worldwide.
Today it is still an integral part of the transmitter family.
The first transmitter brand name iTEMP ® has now
become a synonym for
intelligent
temperature
measurement in
the process
automation industry.
Diversified
portfolio
The importance
of a temperature
measurement
converter in
thermometers is
undoubtedly
increasing. Furthermore,
head transmitters are
installed in more than 60% of the
manufactured thermometers.
The requirements on these temperature transmitters are
highly varied and thus a flexible as well as comprehensive
portfolio is necessary.
The portfolio has been continuously expanded in
terms of housing design and functionality,
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i.e. continuously adapted to the changing market
requirements. In addition to the analogue 4…20 mA
output transmitters, they can also use digital fieldbus
technologies such as PROFIBUS® PA and
FOUNDATION Fieldbus, which forms an integral part
of the current product range. The PROFIBUS® iTEMP ®
TMT84 has emerged as a best seller and is
definitely one of the top-selling PROFIBUS® head
transmitters
worldwide.
In this product range,
the largest quantity
sold is the
TMT182
transmitter with
HART®.
The transmitters
offer the
highest level in
process safety
due to their
application oriented
functions thus
improving the entire
measuring point in regard
to accuracy.
These devices are a further step towards the "hot formula"
E+H = °C.
For further details contact Trevor Fletcher,
Product Manager: Temperature, System Components
and Registration, Endress+Hauser on
TEL: 011 262 8000

