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south african institute of foundrymen
The aim of the SAIF is to promote and develop within
Southern Africa the science, technology and application of
founding for individuals and involved industries.

EDITOR’S COMMENT
How are we going to create these promised
10 million jobs in the next 10 years?

A

total of 350 000 jobs
will be created in the
manufacturing sector in the
next 10 years" ANC secretary
general Gwede Mantashe said at
the beginning of this year.
"The ANC is confident that in
the next 10 years the economy
will be able to create five million
jobs and thus reduce our
unemployment rate from the
present 25 percent to at least
15 percent," Mantashe told
journalists in Johannesburg.
This statement comes after President Jacob Zuma had
pledged in 2009 that 500 000 formal economy jobs would
be created by December of that year. It was later revealed
that due to the economic downturn, Zuma was unable to
meet his pledge of creating 500 000 new jobs. Let us not
forget that when he made the pledge the whole world had
been in economic downturn for a year already.
Virtually at the same time as Mantashe's statement
Zuma said during an interview with the South African
Broadcasting Corporation that there has not been much
progress in government's job creation project, blaming it
again on the economic crisis that hit the world recently.
However, Zuma said government had clear plans on
what it needed to do and that the document of the new
growth path detailed what it planned on doing.
He said the document -- brainchild of Economic
Development Minister Ebrahim Patel -- was made public for
people to record their views and tell government what to do
better in its plans.
The new growth path framework document sets a very
ambitious target - the creation of five million jobs in
10 years. To do this it proposes a host of measures,
both macro and micro-economic, that will require a broad
social compact between labour, business and the
government, if they are to work.
Again it is a pledge of 500 000 jobs a year.
Considering that a country like the USA is currently creating
approximately 103 000 jobs a month I suppose Zuma's
pledge is not too ambitious.
Couple this pledge with the fact that labour in
South Africa has become so tightly controlled by the
unions and is held to ransom by them, nowadays it is very
hard to get rid of staff that are not competent, and every
year we have a strike season. I ask: Will company owners
be willing to buy into Governments plans and create more
jobs?
Promises! Promises! Promises! More corruption! More
crime! More onerous impositions put on businesses such as
BEE, BBBEE! More enrichment of the elite few! Lack of
service delivery! Continued ramblings on nationalisation and
ownership of property! Dropping of education standards!
The disappearance of skilled people!
And many others!
We have a huge mountain
to climb!
"
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MRA responds on scrap issue
Dear Bruce
This letter is in response to your recent articles
(Edition 03.10.2010 page 4 by John Bryson of KEW Foundries,
and Edition 01.12.2010, page 20 by Messrs Willemse and
Stone of Zimalco), both of which attribute blame for the current
state of the foundry industry on the scrap metal recycling
industry:
The MRA has engaged the DTI for more than 10 years on
the subject of SA scrap metal beneficiation and inter alia,
local scrap metal pricing, which culminated in these parties
jointly commissioning an extensive research project into the
SA scrap metal recycling and foundry industries, during the
latter half of 2006 (Simon Roberts WITS - copies available on
request) and more recently, at DTI's request, the MRA
presented the affixed MRA Submission to DTI at the end of
2008, which we urge you to research further with a view to
publishing an opposing view to that repeated by Zimalco
over the past decade - to date MRA has not received any
DTI comment / response to either document.
Further salient points worth mentioning in brief:
• South African scrap metal prices are based on the
export (free) market less logistics cost associated with
accessing that market i.e. Export Parity, as opposed to
Import Parity (free market + logistics + duties etc),
commonly used for SA foundry industry finished product.
• South Africa produces a significant net surplus of
scrap metal annually and much of this product is not
suitable for local consumption, due to the foundry industry
lacking the necessary technology to smelt relatively low value
alloys in a cost effective manner, which if not exported on a
free market basis, may result in such product being disposed
of into local waste product landfill sites, which is a highly
undesirable scenario.

• Local consumers of scrap compete directly against
recyclers for local scrap so an export duty would give them an
unfair commercial advantage over us.
• The benefits attributed to Economies of scale are
advantageous to larger economies and inversely so of smaller
economies, with the result that South African scrap metal
recyclers and foundrymen alike, suffer similar problems
compared with international competitors based in
US / China / Japan / Europe / India etc. The high energy input
costs have made many South African foundries uncompetitive.
• The scrap metal recycling sector is a significant
employer industry in both the formal and informal sector and
the MRA has consistently supported government initiatives to
enhance employment, provided such efforts do not
compromise one sector in favour of another.
• The MRA believes that the government should stimulate
the foundry industry via capex, employment and finished
product incentives / tax rebates and the MRA is willing to
publicly lobby support for this notion in the interest of developing
productive and sustainable relationships with current and
potential future partners from within the foundry industry.
Finally, I draw your attention to the attached conclusion
stated by ECONEX (a leading independent economic
consultancy agency), subsequent to the completion of their
recent study of the SA ferrous and non ferrous scrap metal
recycling industry, as submitted in full to DTI early in 2009.
Yours sincerely,
MIKE WILSON
Vice Chairman
Metal Recyclers Association of South Africa

Ed's Comment:
If any readers would like copies of the documents referred to in this letter
please send an email request to online@engnews.co.za
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This month is the 27th anniversary of Endeco cc
a company that specialises in the business of design, manufacture and installation
of foundry equipment in South Africa.

E

ndeco is not your typical metal removal or forming
shop with a floor full of CNC lathes, mills or machining
centres on the metal removal side or laser machines
or presses on the forming side. Although it is very involved,
relatively speaking, in these disciplines on a day-to-day
basis, Endeco does not need to burden itself with huge
investments in capital equipment such as these.
The core business of Endeco is designing,
manufacturing and installation of foundry production
and related equipment. Although the company started off
as a foundry equipment design company it has evolved
into a manufacturer of the equipment.
"The transition into manufacturing the equipment we
were designing was a natural course of events that the
company took" explains CEO Luis Dias.
"The philosophy of the company is to become partners
with our clients. So supplying the equipment I was
designing in the beginning, as well as taking control of
the installation would be an added benefit to our clients.
For example in most cases where we have installed
equipment some aspect of civil engineering would be
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necessary. We will do the drawings, get the plans passed
where necessary and get the civils done before the
equipment arrives on site. Our experience that we have
gained over the years puts us at an advantage and it takes
the stress away from the client in an area that they have
no expertise in" continued Luis.
"Civil engineering is not our core business but the type
of equipment we are supplying will generally need some
civils to be done."
"But we take it even closer to the client than that.
We involve ourselves at an early stage and stay in very
close communication thereafter. They give us their
proposed expansion or upgrading plans and through our
engineering expertise we suggest the best and least
expensive way forward with both the process they need to
deploy and the equipment they need."
"In addition we are not averse to offering advice to
prospective clients who might take another route when
ordering equipment. Sometimes when we have lost an
order we will go back once the installation is completed
and we will note that the foundry has implemented our

far left:
Endeco are currently
manufacturing a return
sand hopper for a
sand reclamation plant
right:
On the floor is a
20 ton an hour
articulated continuous
mixer which will be
delivered to a client shortly

plans rather than the
ones that have been
presented to them."
"It does not stop there
though. We had a case
recently where a foundry
was spending huge
amounts of money to dispose of their sand. We advised the
foundry to look at an alternative way and now that foundry
is making substantial savings a month. All the client is
paying for is the transport and more importantly, he is
delivering the sand to an industry where it is required."
"The company is 27 years old this year and over the last
five years we have had to adapt to the changing world of

engineering. I might add that it is to the benefit of both the
company and ultimately the client."
"Gone are those days where I slave over the drawing
board drawing up plans and then having a fairly lengthy
production and assembly time. Before we purchased our
first CAD front end software suite, we were already shopping
out work that we normally would have done in-house.
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equipment, this strategy
has enabled Endeco to
remain in the forefront
of the industry and
essentially assist
foundries in import
replacement.
The range of
sand plant and
equipment that Endeco
designs and manufactures
consists of all the
necessary equipment
used in both green sand
and chemical bonded
sand projects, from a
small ferrous or
non-ferrous foundry to
the largest
semi-automatic or
automatic complex, and
for virtually any type,
Endeco are in the process of manufacturing a 2.5 x 2 metre shakeout with 15 ton capacity
size, quality or quantity
of casting. The equipment
includes reclamation
A typical example of this is the
plant, continuous
heavy fabrication work involved in
and batch mixers,
the manufacture of a sand
rotary drums,
reclamation plant. In the old days
cooler classifiers,
we would have a number of
conveying systems,
boilermakers involved for
compaction tables,
hundreds of hours. Now we use
vibrating feeders and
the services of a local service
shake-outs, rollover
centre that has the modern laser,
units, rotary screens,
bending, plasma and welding
aerators, weighing
equipment. We supply them with
devices and additive
the drawings and our fabrication
screw feeders.
work is delivered in a couple of
Other equipment
days. All that is left for us to do is
that Endeco has
assemble before delivering to site."
designed and
"The introduction of the
A control screen for an auto blending system
manufactured includes
AutoCAD Inventor software has
that will be delivered to a client
chromite sand
also taken us to another level.
separators, ladles,
Victor, my son, has really taken to
bucket elevators, dust extractors, moulding boxes,
it like the proverbial duck to water. I don't have to tell you
pneumatic conveying systems, degassing units, rotary
how much time we save and the flexibility and
sand dryers and mould drying and coating units.
accountability that we now have. Victor joined the company
Endeco is not a consultancy to the foundry industry but
as a junior engineer in 1999."
offers an experienced project service with enthusiastic
"We are very proud of the reliability and durability
control from concept to commissioning of modern foundry
record that our equipment has in the industry. Our first
plants engineered to the highest standards.
installation that we manufactured, back in 1987, was a
Endeco has established a reputation as a main
sand reclamation plant installed at Rely Chamdor is still
contractor able to design, procure, manufacture, supply,
fully functional and working today. That same year we
install, commission and project manage a foundry plant
supplied a sand plant to Scaw Metals for the high chrome
and project. Maintenance of delivery schedules is of great
ball plant followed by a second one five years later."
importance to the company. Every contract is rigidly
"Another big project we were involved in was the Eclipse
programmed and progressed through regular
Foundries East Plant green sand high pressure moulding
client/contractor co-operation. Endeco has a long and
plant in 1999. This project was a turn-key project, which
proud reputation of being "on time".
included the design, manufacture, supply and installation
Long serving and experienced personnel staff the
as well as the full management of the project."
company, with technical control by highly qualified
"In 1992 we manufactured our first articulated
engineers. Brother Rui who joined Luis in 1995, an
continuous mixer. This was the first one that the company
accountant, keeps a strict control of costs, which in turn
ever built and it is still running today. They have been very
benefits the clients with more cost-effective projects.
popular with the local foundry industry and we manufacture
Luis' wife Rosemarie also joined in 1995 and looks after
a few every year. Currently on the floor is another one
the purchasing and procurement.
being built for KEW - Kimberley Engineering Works."
For further details contact Endeco on
Through the development of locally designed and tested
TEL: 011 907 1785
equipment and the policy of continually introducing new
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New skills strategy puts strong emphasis
on occupational-directed training
The Department of Higher Education and Training (DHET) launched
the third National Skills Development Strategy (NSDS3) geared towards wiping out
the skills deadlock that constrains the country's economy.

S

peaking at the strategy launch in Midrand,
DHET Minister Blade Nzimande said that while the
previous two five-year strategies had provided some
of the necessary building blocks to tackle the dire skills
shortage, a more coherent and integrated approach would
be implemented through the NSDS3.
"We are not reinventing the wheel here, we are just
improving on the effectiveness and efficiency of the
country's skills development system."
The Minister noted that one of the biggest glitches in
the country's further education system was the lack of
credible information on the supply and demand of skills.
To this extent, an institutional mechanism would be
established to acquire and analyse relevant data, provided
by the different education and training institutions, and
employers.
Central to the thinking of the NSDS3, is the drive
towards occupational-specific training. Nzimande pointed
out that about 70% of training currently provided by Skills
Education and Training Authorities (Setas) were short
courses, and emphasised that most of these courses did

Key to relieving the plight of these young people would
be improving access to Further Education and Training
(FET) colleges in the country. "It is my dream that all people
that participate in FET programmes will also gain work
exposure. These colleges are central to government's
approach in providing youths and adults with skills
fundamental to improved economic and social
participation, productivity and social inclusion," said
Nzimande.
In line with Minister Ebrahim Patel's New Growth Path,
the DHET also planned to lean on the public sector, which
is the country's largest employer, to nurture a training
environment that could increase the sector's capacity,
improve service delivery, and support the building of a
developmental State.
"We need to effectively use the funds available, to
achieve the goals set out in the new strategy," said
Nzimande.
The DHET planned to undertake a comprehensive
review on the prior spending priorities of the National Skills
Fund, to reprioritise its funding allocations in line with the

Nzimande pointed out that about 70% of training currently provided
by Skills Education and Training Authorities (Setas) were short courses,
and emphasised that most of these courses did not address
the need for intermediate and higher level professional qualifications
not address the need for intermediate and higher level
professional qualifications.
"We need to move away from quantity and start to focus
on quality, if we are going to improve this country's skills
base. For instance, even though the system supposedly
delivers about 9 000 artisans a year, we are still
hopelessly short of artisans."
Nzimande attributed this to inadequate programmes
claiming to train artisans, but not delivering quality-trained
people. The NSDS3 would focus on producing 10 000 new
quality artisans, with training being monitored by an
artisan moderating body to ensure adherence to minimum
standards.
He added that the target of producing 10 000 new
artisans a year, for the next five years, was only a starting
number. "If we are able, we will train a 100 000 artisans a
year."
Further, the Minister pointed out that South Africa was
saddled with about three-million youths between the ages
of 18 and 24 years, who had a poor educational foundation
and were ill prepared to undertake further education.
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goals of the NSDS3. "We will not be Father Christmas
anymore, this fund will now operate in a clear framework
to assist us in achieving our objectives," he commented.
An additional mechanism to ensure that funds were
spent on training in disciplines central to the social and
economic development of South Africa, a grant, dubbed
the Pivotal grant, had been incorporated in the latest
strategy.
Whereas companies that sent employees for training
were previously entitled to a 50% mandatory grant, they
would now receive 40%, and the other 10% would only be
granted on the attainment of certain results related to
occupational training.
While no specific targets for the strategy had been
stated, Nzimande said that yearly implementation plans
would be released, with targets where appropriate. The
implementation plans and targets for 2011 would be
discussed at the department's budget vote speech in
March.
The NSDS3 would be formally deployed on April 1,
2011.

Eclipse
restructuring
moves into
potential
growth phase

F

ollowing a poor financial performance by the
Eclipse Foundries during 2009 and the first half of
2010, the Cast Products division engaged representative
unions at the Eclipse East and West plants in restructuring
consultations.
The aim was to avoid ongoing operating losses, address
fixed cost recoveries and improve the over all capacity
utilisation by shifting capacity from the Eclipse East and West
foundries to the other foundries.
During the consultation process alternative proposals were
tabled by labour and management at the Eclipse and Standard
foundries and it was agreed to approach the restructuring in
two phases. A Retrenchment Working Group was established
with representatives from management and the participating
unions to monitor progress of Phase 1 implementation, to
resolve matters pertaining to the application of agreed
selection criteria for
retrenchment and to make
“I also want to
recommendations on the
implementation of Phase 2.
thank the
The implementation of
operational
Phase 1 has been
management teams completed and, as part of
this phase, Scaw has
at the Eclipse East been able to redeploy
92 employees into
and West Plants
opportunities that existed
for their support
at other Scaw South Africa
operations.
and commitment
"In addition to
recognising the hard work
during this
and many late hours put in
difficult period.”
by management to facilitate
this process as painlessly
as possible, special mention must be made of the role played
by participants in the consultation process, the work of the
Retrenchment Working Group and the dedication of the
administration personnel who ensured the timeous delivery of
correspondence and processing of tax directives. I also want to
thank the operational management teams at the Eclipse East
and West Plants for their support and commitment during this
difficult period," said Laurence Erasmus, cast products
manager. "The challenge now remains with everyone at the
Eclipse East Plant to make Phase 2 work and avoid further
retrenchments."
This story first appeared in Scaw Junction, a publication
of Scaw Metals.
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Energy efficiency and recycling
in South African foundries
Eskom embarks on Energy Management Programme
partnering with customers to save energy.
The key driver is to save energy over the short and long term.

E

lectricity demand in South Africa has increased to
unprecedented levels and Eskom is focusing on
increasing supply and also encouraging its customers to
conserve electric energy, through the Energy Efficiency
Demand Side Management (EEDSM) program. Eskom has
therefore embarked on an Energy Management Programme
partnering with customers to save energy.
Energy Management can be defined as a strategic
partnership between Eskom, customers and other
stakeholders with the key driver to save energy over the short
and long term.
The purpose of the Project Outline is to research the
possibility of implementing the Energy Management Project at
South African based foundries.
The benefits of partaking in this partnership project are:
• Reduction in power consumption and a corresponding
financial saving
• Opportunity of enjoying carbon credits
• Opportunity of obtaining tax incentives
• Mitigates risk of punitive measures (PCP, carbon tax)
• May be used as an employee retention tool by
increasing employee satisfaction
• Increase in property value for employees
• Subscribing to King Report 111 with respect to impact
to environment and good corporate citizenship
• Social responsibility if supporting local community
• Improve the company's reputation with customers,
government and the general public at large
• May be used to satisfy internal climate change targets
with shareholders
• Potential to attract new customers who consider
the environment as an important selection
criteria

1. Main objectives
• To partner with foundries to assist with energy
efficiency within their plants and to provide an education and
awareness campaign to their employees to increase energy
efficiency both at the home and the office.
• Produce an Energy Audit against which energy
efficiency improvements can be measured.
• Improved electricity consumption - could be achieved
by substituting higher-efficiency products, services, and/or
practices. Examples include high-efficiency appliances,
efficient lighting programs, high- efficiency heating,
ventilating and air conditioning systems or control
modifications, advanced electric motor drives, and heat
recovery systems.
• To encourage the employees to play a responsible role
in the use of energy.
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• To demonstrate energy efficiency provides financial
savings.
• To appeal to staff members to become energy
efficiency ambassadors through information sharing and
advocating the need to alter behaviour in the workplace and
on the home front.
2. Overview
(Source: ENERGY EFFICIENCY OPPORTUNITIES IN
SOUTH AFRICAN FOUNDRIES - Eskom S& I)
A foundry is a factory that produces castings made from
molten metal which is consistent with an end-user's
specifications. The industry typically categorizes foundries as
either ferrous or non-ferrous. Ferrous foundries are those that
produce castings made from some form of iron or steel.
Industries served by foundries include the automotive sector,
construction, agriculture, forestry, mining, pulp and paper,
heavy industrial machinery and equipment, aircraft and
aerospace, plumbing, soil pipe, municipal road castings,
defence, railway, petroleum and petrochemical, electric
distribution and a myriad of specialty markets.
In most foundries in South Africa (SA), the price of
electricity is a major cost component second to material cost.
Every process in a foundry requires electricity or other forms
of power. Energy is also required for building lighting. Given
the major cost factor of energy in foundries, even the smallest
saving will ultimately lead to a large saving in the longer term.
Thus, it is essential that a careful analysis of demand for
energy and energy efficiency opportunities is explored
individually in every foundry.
The SA foundry industry consists of more than two
hundred ferrous and non ferrous foundries generating a
combined annual turnover of approximately twelve billion
rand. The industry is made up of mainly of old energy
intensive foundries, creating many opportunities for energy
conservation and efficiency. Energy savings in terms of
procedures, equipment, human resources and raw materials
is crucial to the scale and level of profit and production in a
foundry.
The SA foundry industry is dominated by a small number
of large groups and individual companies that together
account for more than 60% of tons cast and more than 70%
of total employment.
Geographically, more than half of all the foundries in
South Africa are located in Gauteng. In turn, more than 65%
of all foundries operating in Gauteng are situated in
Ekurhuleni, due to the fact that this region is the hub of a
concentration of firms in the metals and machinery, mining,
and engineering sectors.
For more information contact John Davies at the SAIF
on TEL: 011 559 6455

WCIF
Annual Dinner Dance
The Western Cape Institute of Foundrymen (WCIF) held their popular and well
organised 29th Annual Dinner Dance on the 12th November 2010.

T

he 29th occasion of the WCIF Annual Dinner Dance
took place at a new venue, Eureka Receptions,
Durbanville.
Special thanks go to Bronze Age for donating the two
bronze raffle prizes. The charities and organisations that

Top student Michael Leach receiving the trophy and
Foseco books with the current WCIF President Willy Polis

benefited from the Dinner Dance were West Coast Hospice,
the Red Cross Hospital and the Deaf & Blind Institute.
The photographs show foundrymen, their partners,
guests and suppliers to the industry who attended the
evening.

Current SAIF President Luis Dias congratulating Tony O'Brien
on his Honorary Membership award of the SAIF

The charities and organisations that benefited from the Dinner Dance were
West Coast Hospice, the Red Cross Hospital and the Deaf & Blind Institute

The winner of one of the bronze bowls donated by Bronze Age was
Dorethea van der Merwe with Eugene Abrahams from Bronze Age
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The second winner Monica Human with Dorethea Killian

Lorna and Neville Sanders of Chemserve Systems

Stefan Schreckenberg of ASK Chemicals with Debbie Carter

Hennie Herbst, top student Michael Leach,
Garry Herbst and Kobus Stofberg

Bob and Jane Stone of Zimalco with
Noele and Alan Wood of Ajax Manufacturing
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Innovative problem solving
company IPT/PEFCO
Ideal Pattermaking and Tooling, well known in the foundry industry,
has evolved in accordance with a changing strategy to suit the requirements of
the company but more importantly the clients it serves.

S

tructural design engineers who
work successfully with castings
commonly design in a narrow
group of casting types poured from
familiar alloys (like the family of irons
or the 300 series of aluminium) and
moulded from familiar metalcasting
processes (like green sand or nobake).
Rules of thumb have been developed
over the years for common design
situations.
Close inspection of these rules
reveals that they sometimes
recommend conflicting geometries.
For example, the use of gusseting
instead of mass for stiffness might be
labeled "recommended" in one set of
design rules and "poor" in another.
Further, when a design engineer
leaves a familiar casting design realm
for an unfamiliar one, unexpected
trouble may result. For example, let's
say we are moving from ductile iron to
aluminium bronze while staying in a
familiar metalcasting process, nobake
moulding. No alarms are sounded
among the "rules of thumb," but there's likely trouble in the
usual "ductile iron-style" geometry. Good aluminium bronze

Paddy O'Doherty in the machine shop at IPT

A view of the IPT shopfloor with the new Doosan Infracore
HM 6300 and the HM 800 CNC horizontal machining centres.
The machines were supplied by Puma Machine Tools
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geometry is different to typical ductile iron geometry, and
the moulding process may need to supplement the
different geometry with heat transfer techniques. Not
suspecting this, the design engineer's new casting design
may suffer from "no-quotes," or higher-than-expected prices
and requests for design changes.
How are design engineers supposed to know that
successfully casting geometry for aluminium bronze should
somehow be different? And if a design engineer did know
that, what would be the proper course of design action?
The answer lies in a better understanding of the
relationship among geometry, various metalcasting alloys
and structure. Knowledge and experience in these fields
does not come easily. But starting off life as patternmaker
gives you an appreciation of the intricacies involved.
Having completed his apprenticeship in Coventry, UK,
affable Irishman Paddy O'Doherty emigrated to South Africa
in 1971 to take up a position with Atlas Aircraft. A year's
tenor at Atlas Aircraft and two years working for other local
pattern shops was long enough for this entrepreneur and
super salesman to decide to open his own business.
Today when you think of Ideal Pattermaking and Tooling,
you think of a company well known in the foundry industry
but also one which has evolved in accordance with a
changing strategy to suit the requirements of the company
but more importantly the clients. And what a development

“Innovative problem solving is a key aspect of IPT.
The use of alternative materials and designs extend plant life and
reduce downtime in areas as diverse as ball mills, canning factories and
atomic energy plants” says Paddy
it has been over the years.
Ideal Patternmakers and Tooling (Pty) Ltd (IPT) was
established in 1974 and has since expanded to become a
recognised supplier of
quality parts
throughout the mining,
pulp and paper,
automotive and general
engineering industries
in South Africa and
abroad.

business, and this still accounts for a sizeable portion of
the turnover. However the product portfolio can now range
from OEM parts to general engineering components."


Innovative problem
solving
"Innovative problem
solving is a key aspect
of IPT. The use of
alternative materials
and designs extend
plant life and reduce
downtime in areas as
diverse as ball mills,
canning factories and
atomic energy plants"
says Paddy.
"From a small
company that
originally provided a
patternmaking service
we now provide the full
suite of disciplines
required by a client,
from design through to
the finished product or
component. And this
includes the castings
because we purchased
the PEFCO foundry,
which now forms an
integral part of the
business" continued
Paddy.
"The business has
evolved through force
of circumstances.
Shortly after starting
IPT I decided that we
had to offer more than
just the one service of
manufacturing patterns
for clients and the
foundries. This led us
to adding on the
services of sourcing the
castings and then
machining them."
"In those early
stages we concentrated
on the wear parts

castings sa

vol 11 no 5

February 2011

17

Foundry acquisition
"The business grew substantially over the years
while all the time we were toying with the idea of
owning our own foundry. This came to fruition in
2000 when we purchased the special alloys
melting division in the Pelindaba Nuclear Research
Centre near Hartbeespoort Dam, west of Pretoria.
We thought we could happily operate from this site
but because it is a strategic site we were kicked
out."
"This led us to PEFCO and we purchased the
foundry in September, 2004. Pinetown Engineering
Foundry (PEFCO) was purchased out of the
M&R Foundries Group, and had been on the
market for some time before we came along. What
sealed the deal for us was that we could purchase
the land in the transaction. You can imagine trying to move
a foundry of that size if we did not have a permanent
base."
"The acquisition meant that we could be in control of a
reliable supply of castings to the IPT machining side of the
business, as well as moving us into new markets that we
were not already in."
"It also meant that the foundry equipment that was
acquired from the Pelindaba deal could now be relocated
to Pinetown and increase our capacity in the foundry."
Next acquisition
"Besides looking at upgrading our equipment in the

The big Niles Bennett Pond vertical boring machine which was
retrofitted with CNC controls, is capable of machining large
components such as slew rings as it has a 3.8 metre swing
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The area dedicated to grinding in the Jeppestown facility

machine shop at IPT, which we have done over the last few
years, we also needed extra capacity and some grinding
equipment. In 2005 we purchased a factory building, which
is located in Doornfontein North, Johannesburg. The
company has a big Niles Bennett Pond vertical boring
machine which was retrofitted with CNC controls, as well as
other machines. The Niles is capable of machining large
components such as slew rings as it has a 3.8 metre
swing. Currently we are refurbishing and retrofitting a
CNC horizontal floor boring machine at that facility."
"The machine shop has also been supplemented with a
Doosan 3.2metre Puma 700 LM CNC horizontal lathe with
driven tools. The Puma was installed three years ago and it
has given us the capacity to machine large components

The Doosan 3.2metre Puma 700 LM CNC horizontal lathe with
driven tools supplied by Puma Machine Tools

Bearings that have been assembled for a client.
Most of the components are
cast and machined by IPT/PEFCO

The DEA CMM machine

with a maximum diameter of 900 mm and a length of up to
3200 mm."
"The 7 grinding machines, although second hand, have
all been fully refurbished and upgraded with CNC controls.
They were sourced from one of our international clients
and are dedicated to grinding solid, segmental and
conical refiner fillings that we supply into the various
industries."
"The acquisition also gave us the extra floor space that
we were looking for. We now have a section that is
dedicated to bearing assembly as well as a paint shop and
an assembly section dedicated to 120 and 250 Kg
ordinance components."
"Late last year we installed a Doosan Infracore

HM 6300 CNC horizontal machining center on the IPT side.
With travels of 1000 x 800 x 800 mm, powerful drives and
a high torque spindle motor, Doosan's HM 6300 horizontal
machining centre produces popular sized parts from
hard-to-cut ferrous and non ferrous metals, and does so
quickly and to exacting tolerances."
"The HM 6300 joined a Doosan Infracore HM 800 CNC
horizontal machining centre which we had purchased about
a year ago. In total we now have 16 CNC machines on this
floor which comprise lathes, borers, machining centres,
robot welder and others."
"The new machines have all been supplied by
Puma Machine Tools and we are using MasterCAM as our
machining software."
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"At IPT we also pride ourselves on quality and we have
a dedicated climate controlled measuring room which has
a DEA CNC automatic measuring machine with a table size
of 1.2 M x .75 M x 1 M and a Renishaw probing head and
a MITUTOYO manual measuring machine. All the data is
linked to our main server so there is complete
accountability."

A 46 inch fully machined refiner plate in 17-4-PH

Machining
"There are 31 machines that IPT now owns, ranging
from vertical and horizontal CNC machines, boring centres,
mills and lathes. We are confident that, with the larger
CNC capacity at our disposal, combined with the in-house
experience and knowledge of the industry we have built-up
over recent years, we could increase our presence and
reputation, and achieve significant growth in the sectors
that we are servicing."
Design
"Our design department is dedicated to the task of
matching or improving equipment design by means of
redesigning patterns, making trial components to ensure
customer satisfaction, saving money and time. Here we are
using SolidWorks as our front end design software with two
dedicated staff members. A client can come with a
completely new design or idea and we can assist him with
getting all the necessary drawings and feasibility studies."

An aluminium smelter casting wheel
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Patternmaking
"As you know my profession got this business going so
it is very close to my heart. They might refer to me as the
super salesman but this is one of the core departments
and I take care of it. No component is too big or small for
IPT's highly skilled patternmaking personnel. Our
patternmakers are experts in reversing any component or
part from samples such as casings, housings, impellers to
name a few. Besides the normal conventional equipment
in the main patternmaking shop we now have a separate
climate controlled room where we installed a
Quaser MV 154 PL CNC vertical machining centre with
Heidenhain controls supplied by Holmach Machine Tools."
"This machine has been dedicated to machining the
wood and plastic composites that we use for making the
patterns or prototypes. No metal has been machined on
this machine."
top right:
The patternmaking shop at IPT has a separate climate controlled
room where a Quaser MV 154 PL CNC vertical machining centre
with Heidenhain controls has been installed by Holmach Machine
Tools. This machine has been dedicated to machining the wood
and plastic composites that are used for making the patterns or
prototypes. No metal has been machined on this machine
bottom right:
The main patternmaking shop at IPT
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Various castings and components on the IPT shopfloor

Refiner plates

IPT supplies a large variety of spare parts directly to the
mining, dredging and power generation industries including
components to certain OEM's. Clients are located locally
and internationally.
Pulp and paper is one of South Africa's biggest
commodities with forests spreading across the country with
hard and soft wood plantations. The pulp and paper
industry has high standards to meet with their constant
pursuit of quality from both local and international
markets. IPT strives to meet these demands with supply of
high quality refiner plates, segments, impellers, screw
feeders and housings plus numerous other plates for both
local and export consumption.

Machined castings in the dedicated assembly section
in IPT's Jeppestown facility

Involvement in the manufacture of automotive
aluminium components, which includes water pumps,
timing housings, oil sump and manifolds which also
includes the supply of exhaust manifolds manufactured in
SIMO 51 heat resistant SG iron.
Abrasion is one of the most costly elements in any
industry. IPT has researched many different types of
materials through trial and error in different environments
and industries. The application of tungsten carbide
hardfaceing to mixer screws in the aluminium industry and
feed screws in the paper industry, as well as brick factories
and foundries, have proved to be a highly effective synergy.
Furthermore IPT has solved wear problems in various
mining fields with manganese steel, 27% chrome iron and
various other metals used in slurry blends and chutes
specially customised to suit respective environments
of the diverse mining industry throughout the country
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A reconditioned mixer screw with hard facing

and the world.
IPT can safely say that they have accumulated many
years of experience and enterprise in the manufacture of
top quality components for their clients and continue to get
repeat business.
PEFCO
Pinetown Engineering Foundry (PEFCO) has a long
history in the South African foundry industry. The company
is aptly located in Foundry Lane, Pinetown, KwaZulu Natal.

Ordinance components that have been machined,
painted and assembled

Founded in 1952 by the Thompson family, PEFCO is
capable of supplying machined castings in carbon steels,
stainless steel, heat resistant steel, grey and ductile irons,
as well as Ni hard, Ni resist, aluminium and copper based
alloys.
PEFCO's range includes valves, tractor weights, gear
wheels, pinions, bearings, axle assemblies, differentials,
transmissions, hubs, planet carriers, diff housings, power
dividers, mounting brackets, clutch housings,
counterweights, ventilated discs, dross pans, sow pans,
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gas manifolds, siphons and suction tubes,
furnace spouts, feeder sleeves, crust
breakers, casting wheels, ingot moulds
refiner plates, segments, impellers and
pump spares, trashplates, scraper plates,
pinion gears, bearing housings,
dumbturners, cane knife palms, sprockets
screw feeders and housings, plus
numerous other plates for both local and
export consumption.
Industries that the company supplies
into include the sugar, mining, material
handling, aluminium smelting, pulp and
paper and general engineering.
There are three foundries set up at
PEFCO.
Semi production special alloy foundry
This foundry uses block moulds using the
Pepset process. Box sizes are up to 30" x 36"
(760 x 915mm) and the maximum casting mass nett is
50Kg. The melting facility consists of two 500 Kg 500Kw
high frequency coreless induction furnaces.

The General Manager of PEFCO foundry Ajith Singh

Large and medium special jobbing foundry
The process used in this foundry is self setting resin
bonded alkaline and phenolic sand. Box sizes are from
18"x24" (460 x 610mm) up to 4 x 3,5metres with a nett
maximum casting mass of approximately 4000Kg.
The foundry has two independent sand mixers and
core shop supplying cores from 1Kg up to 1000Kg.
The melting facility includes a 4 ton 1500Kw medium
frequency induction furnace, a 5 ton 1250Kw mainline
induction furnace and a 600Kg 250Kw medium

The green sand foundry at PEFCO

26

castings sa

vol 11 no 5
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Mechanised greensand foundry
This foundry consists of two independent green sand
moulding lines with moulds produced by the jolt squeeze
process. Box sizes range from 18"x24" (460 x 610mm) up
to 36" x 36" (915 x 915mm). Maximum net casting masses
range from 50Kg up to 195Kg approximately.
A large core room supplies Amine cured cores from 1Kg
up to 60Kg. The melting furnaces include two 4 ton
2000Kw medium frequency induction furnaces.
Pattern making
No component is too big or too small for PEFCO'S highly
skilled patternmaking personnel. Besides being fed with 

A special alloy casting at PEFCO foundry

February 2011

A general view of jobbing foundry at PEFCO

patterns from
IPT, the
Pinetown
foundry has its
own pattern
making shop
not only making
new patterns
but also
maintaining
existing ones.

Before and after sand after a single pass through the attrition unit

Machining
There are over
50 machines that
PEFCO owns, ranging
from vertical and
horizontal CNC
machines, boring
centres, mills and
lathes. The machines
are regularly updated
The new sand reclamation plant
with the latest CNC
technology to keep
PEFCO evolving with the ever changing industry.
New equipment
Last year PEFCO invested a few million Rand in

28

castings sa

vol 11 no 5

February 2011

installing new equipment to help their processes, quality
and environmental control. Included in this was a sand
reclamation plant, manufactured by UK company Foundry
Machinery and Spares.
The second investment was in a USR5-2 Omega
secondary attrition unit, installed by Lauds Foundry
Equipment. The machine is said to be the first of its kind to
be installed in a South African foundry.
The new mechanical secondary attrition plant is
positioned after the FMS sand reclamation plant. After
passing through a feeder/screen and magnetic separator,
the sand is passed through the unit which has two squeeze
rollers with adjustable pressure pneumatic cylinders to
clean the grains of sand with minimal sand degradation.
The sand is then classified in a special design fluidised
bed to remove the fines and dust.

Ultimately it provides the foundry with lower mixed sand
costs and a reduced dumping cost. From a start point of
say 2.2% L.O.I and a 70% reclaimed sand addition the
secondary attrition plant can reduce the L.O.I to 0.91%.
Fines and dust levels are much improved and the increase
in the reclaimed sand usage is approximately 90 to 95%,
with the benefit of reduced new sand purchase and a
reduction in sand sent for dumping.
The unit is currently running Alphaset and Pepset,
through the same system. PEFCO are currently running on
100% reclaimed sand with the only additions being the
core manufactured from virgin silica sand. The only waste
is your spent material, impurities and dust which is
collected via the dust collector.
Both IPT and PEFCO are ISO 9001:2008 certified and
currently there are 100 people employed at IPT and 175 at
PEFCO.
For further information contact IPT on
TEL: 011 825 1540 or PEFCO on TEL 031 717 2900 or
visit www.iptpefco.co.za
top right:
The USR5-2 Omega secondary attrition unit, installed
by Lauds Foundry Equipment
bottom right:
The feeding system and extraction shown on the secondary
attrition unit
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Clinotherm products
to be manufactured locally
Cape Refractory Industries and Natal Refractories are pleased to announce
an exclusive manufacturing agreement with Clinotherm Ltd of the UK
to manufacture the Clinotherm product range in South Africa.

T

hey will supply high quality solutions to companies
operating thermal process equipment utilising the
cements, coatings and fibre module and panet
systems, both anchored and veneering, developed by
Clinotherm.
Clinotherm was established in the early I970's and was
one of the first companies to realise the potential of fuel
savings by applying veneers to refractory linings. They were
the first company to develop the edge stacked veneering
system and more crucially the cements suitable far the
application of the veneers. Clinotherm then went on to
develop the anchor module or anchor block which many
companies have made variations of. This system allows the
application of a low thermal mass lining directly onto
steel casings, thus increasing fuel savings and
down time.
Clinptherm's association with Saffil for over 30 years
and the application and use of high temperature Alumina

Canada to name but a few of the countries that they are
active in.
The manufacture and application of Clinotherm
products is a specialist task and Ciinotherm has been
reluctant in the past to allow its name to be used in
association with other companies, however with the level
of skills and knowledge that the local companies have, they
have no hesitation in moving forward with the partnership.
"Having carried out installations in association with
Cape Refractory Industries and Natal Refractories and
having dealt with them for over eight years, I am very keen
to move forward with what will be a developing and
interesting association with two companies that are at the
forefront of refractory and fibre applications. I believe that
we couldn't have found better companies to work with in
terms of their dedication and knowledge offered to
clients. This partnership should offer clients throughout
South Africa a wider range of solutions that are cost

“Having carried out installations in association with Cape Refractory Industries
and Natal Refractories and having dealt with them for over eight years,
I am very keen to move forward with what will be a developing and interesting
association with two companies that are at the forefront of refractory
and fibre applications. I believe that we couldn't have found better companies
to work with in terms of their dedication and knowledge offered to clients.
This partnership should offer clients throughout South Africa a wider range
of solutions that are cost effective and carried out by experts within their field”
and Mullite fibres will see innovative solutions being
offered to solve many of the everyday problems that clients
have.
Over the years Clinotherm has concentrated on
solutions to client's problems rather than mass production
of modules and it is intended that the partnership between
the companies will offer a wider range of application
knowledge and solutions to clients within South Africa.
Jean Lopez and George Justus, who head up
Cape Refractory Industries and Natal Refractories
respectively, have a vast range of experience within the
refractory industry and are well respected for their
knowledge. The partnership will see this knowledge
supplemented by almost 40 years of Clinotherm's
experience within a wide range of industries.
Clinotherm have carried out installations in the USA,
United Kingdom, Israel, China, Italy, France, Sweden and
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effective and carried out by experts within their field"
Girvan Nicholl, Managing Director of Clinotherm Ltd
states.
"The synergy between the newly concluded Clinotherm
LTD agreement and our long standing distributorship
agreements with Vereeniging Refractories and Thermal
Ceramics SA makes us a leader in this field of expertise in
our areas of operation. This together with the acquisition of
modem, larger and more suitable premises for the
Cape based operation further confirms our drive and
commitment to develop and grow our companies to be the
preferred suppliers and installers of refractory, ceramic
fibre and allied products" said Jean Lopez, Managing
Director of Cape and Natal Refractories.
For further details contact Cape Refractory Industries
on TEL: 021 982 7484 and Natal Refractories on
TEL: 031 468 1474

Mineral-Loy consolidates
its market position

M

ineral-Loy was established some 36 years ago to
meet the needs of the users of metals, minerals
and alloys in the South African market. At the time
of establishment, the focus was on the welding electrode
industry, but the company soon widened its scope of
activities to the iron and steel foundries and the ceramic
and refractory industries. More recently the company has
expanded its product range to cover some of the raw
material requirements of the aluminium foundry and steel
making industries.
In addition to its base activities in Gauteng, Mineral-Loy
has extended its representation to both KZN and the
Eastern Cape.
Products made and sold in South Africa today include:
 All grades of Ferro-chrome manufactured by
Samancor Chrome - including chromite sand.
 Medium carbon ferro manganese and silico
managanese sold by two leading producers.

 Ferro silicon from Silicon Smelters.
 Nickel briquettes and powder from
Impala Platinum.
 Sorelmetal (high purity pig iron), rutile and zircon
sand produced by Richards Bay Minerals.
Imported products include inoculants and treatment
alloys from Ferropem and a range of copper, nickel and
aluminium master alloys from KBM Affilips of Europe,
ceramic filters and slag coagulant from the Far East.
Mineral-Loy has successfully obtained a BBBEE
accreditation as a Level 6 contributor and is very close to
increasing that quotient as per the officially recognised
DTI scorecard.
The company received its ISO 9001:2008 certification
over a decade ago and continues to renew this important
accreditation every year.
For further details please contact Rob Duff at
Mineral-Loy on TEL: 011 802 4050.
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Russians buy into South African
minnow's iron innovation
World first technology and strategic Russian/South African partnership
set to assist in conquering the global 1.3 billion ton steel market.

A

n initial investment by OAO Severstal, one of the world's
leading integrated steel and mining companies, into
South African company Iron Mineral Beneficiation
Services (IMBS), could see IMBS's cutting-edge technology
enter the global market and having an impact on the current
cost of global steel production. The market is expected to grow
by approximately 18% every five years, doubling by 2030. This
will be driven by increasing demand for steel from the
emerging markets of China, India, Russia and Brazil.
At stake for IMBS is a race to introduce its FinesmeltTM
technology into international markets, currently producing
about 1,300 Mt/y, so that the company can capitalise on the
estimated three-to-five-year lead over its competitors, and
secure a place as the leading, low cost global producer of
metallic iron briquettes for the international steel industry.
The first step in the process of going global, said IMBS CEO,
John Beachy Head, was the deal announced in which
Severstal, acquired a $17 million stake in IMBS. The 25.6%
Severstal equity holding will enable IMBS to immediately obtain
an international user for its new process and through a
Severstal subsidiary, International Iron Beneficiation Group
Limited (IIBG), licence steel producers across the world to use
the Finesmelt process.
The IMBS patented technology will enable steelmakers to
use the fines and superfines produced in the beneficiation of
iron ore mining, and other mining activities, without
agglomeration. The IMBS Finesmelt technology enables these
fine and superfine 'wastes' to not only be recovered for use
from iron-ore that has already been mined, but also from the
waste generated at most steel plants. This makes the process
significantly environment-friendly over traditional iron and steel
making processes as waste dumps may be rehabilitated and
eradicated, while energy recovery is optimised and utilised.
Explains Beachy Head: "All final steel products are made
from crude steel, which is manufactured via one of two routes
- The major route, the 'Integrated Route', is currently the world's
most utilised method of manufacturing steel, applying
processes that use iron ore and coke, which produces a liquid
metallic iron in blast furnaces. This is refined in a basic oxygen
furnace to produce steel.
In the 'Metallic Route', electric arc furnaces are used and
use a primary feedstock of metallic iron, which is composed
mainly of recycled scrap metal, supplemented with
manufactured metallic iron, supplemented to make up required
volumes. Some form of ladle treatment beneficiates the molten
iron to form usable steel.
"The technological focus of IMBS has primarily been on the
manufacture of low-cost metallic iron for use as a scrap
replacement in electric arc furnace steel making, although a
secondary application could be the utilisation in blast furnaces
and basic oxygen furnaces."
"Because of the demand for construction steels, mainly
manufactured through the electric arc process, in the future,
scrap shortages will become critical as the scrap recovery
lifecycle becomes extended. It is here that the Finesmelt
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technology, by reducing the reliance on scrap metal, creates a
massive opportunity for a low-cost, high volume, metallic iron
briquette producer.
"IMBS intends to capitalise on this gap in steel making by
promoting the use of metallic iron briquettes, taking the
electric arc furnace - 'Metallic Route', as a fast track to the
deployment of steel capacity worldwide.
"In addition to the benefits of being able to use the fine and
superfine iron-ore waste in steel production, the Finesmelt
technology also makes small plants viable. As they are
modular, the plants can be constructed on site to make
volumes of 50,000 t or more, whereas for traditional steel
making production plants to be viable, they must have outputs
of 1 Mt or more annually. The plants, being modular, can be
either constructed on site to process iron-ore that has already
been mined or on site at a steelmakers' production facility
where it can be integrated into the process.
"A Finesmelt plant can be erected literally in months, rather
than the five-to-seven years required for a major installation,
and significant operational savings can be achieved through
the use of thermal coal, which is in abundant supply and
significantly cheaper than the high quality coking coal required
in steel plants."
In South Africa where electricity supply is undergoing major
challenges and costs of power are soaring to levels that were
unprecedented a few years ago, the Finesmelt technology
produces enough thermal energy that if a recovery efficiency of
about 30% is achieved, the installation becomes
self-sufficient.
The final product of the process is a metallic iron powder,
which because of its high purity levels, can be cold briquetted
for transport. No agglomeration of the raw material is
performed, so secondary beneficiation of the reduced product
can therefore be performed. As seaborne logistics will play a
major part in the transport of the product, the briquetting
process will allow significantly larger quantities of iron
briquettes to be moved by ship. In a 180,000 t vessel, this
could equate to a load valued at $63 million being moved at
the same cost as iron-ore with a value of $18 million.
The strategic importance of Severstal lies in its ability to
assist with deployment of the Finesmelt technology and the
value that can be added to IMBS though access to resources
and steel making knowledge.
"The first commercial plant at Phalaborwa will be
operational within 18-24 months. Other participants involved
with IMBS are the Industrial Development Corp (IDC) and
Palabora Mining Co (PMC). It is intended that the initial
production of this plant will be 50,000 t and that this will grow
initially to a capacity of 500,000 t and then potentially to a
capacity of 2 Mt/y.
"Clearly, keeping IMBS at the forefront of technological
development in the industry will involve ongoing technological
advances. With the involvement of Severstal, this will be a
focus going forward and is an objective that we are
confident will be achieved," Beachy Head concluded.

Microdots become
microthreads in an attempt to
counter copper cable theft
Copper cable theft is frustrating on many levels, but perhaps
the most frustrating is when the police nab a cable thief, only to find that
they cannot prove that the copper in his possession is stolen.

H

e could have simply picked it up somewhere,
not so?
However, South African microdot manufacturer
Recoveri is about to launch a world-first product aimed
at countering exactly this problem says Recoveri CEO and
former member of the police's detective branch,
Philip Opperman.
Microdot technology was first used on cars, where it
sees 10 000 to 15 000 1-mm × 1-mm dots being applied,
using an ultraviolet adhesive, to a vehicle on 90 different
spots. These microdots - think of them as DNA for your
car - carry a microscopic 17-digit laser-etched VIN or
vehicle identification number to identify the vehicle and,
by implication, its owner. This number is visible only
under an ultraviolet light and by using a special
magnifying lens.
The beauty of this technology is that vehicle thieves are
never able to remove all the dots - which means the police
can identify a vehicle, or its parts, as stolen, and return it
to its rightful owner, traceable through the 17-digit number.
The presence of the microdots, therefore, serves as a theft
deterrent.
Recoveri now hopes to apply the same principle to
copper cable theft through the use of microthreads
- a string of microdots - inserted into the copper cabling at
the manufacturer's level.
These threads can either make use of a copper
substrate, which makes it very hard to spot in the cable
housing, or a cheaper plastic substrate. (Prices for these
products range between 50c to 90c a metre.)
Removing this thread is impossible (Engineering News
tried), which means that any length of copper cable can
positively be identified as having been stolen, while its
owner can also be traced.
The sequential numbers which are etched onto the
thread, which is then inserted into the cable, are logged on
Recoveri website's database, explains Opperman, and if
any length of this cable is stolen, the sequence of numbers
that have been taken are marked as a 'hot thread' on this
internationally accessible site.
The thread will survive the first step in a cable thief's
attempt to sell the stolen goods, namely the burning of the
cable's plastic housing, as well as the copper shredding
process, says Opperman, but not the smelting of the
copper. However, most of the copper cable stolen in

South Africa leaves the country without this
happening.
Opperman says Recoveri is currently in talks with
Eskom and one or two local metropolitan councils to put
the microthread to the test.
He notes that his company has had resistance from
some cable manufacturers on the use of microthread, as
cable replacement forms a big part of their business each
year.
"We have the patent on this," says Opperman. "We
worked two-and-a-half years on perfecting this. We had to
make sure we created an indisputable chain of evidence
for the police to be able to prosecute cable theft with as
much success as possible."
He adds that the one thing he realised during his
police career is that curtailing demand is one of the most
successful ways to combat crime. Opperman hopes crime
syndicates will stop buying stolen cable as it grows
increasingly difficult to source and sell on, which could
then lead to a sharp reduction in the theft of this product,
providing power to traffic lights, lights and telephones, to
name but a few applications.
The seven-year-old Recoveri has already found a rather
unexpected use for its microthread in the Cote d'Ivoire,
where it is used to validate university degrees.
"We have also sent some of the thread to two
international clothing manufacturers as part of an attempt
to verify their products' authenticity, as compared with
counterfeit goods," says Opperman.
He adds that the thread can be used in any cable, and
not only copper cables.
Can microdots stop rhino poaching?
Opperman says he would like to try microdotting rhino
horns as well, in an attempt to counter the poaching of
these animals.
"If you put thousands of microdots on a horn, I believe it
will survive the grinding down of that horn."
Opperman says this can then again serve as a
deterrent, which may see the annual number of rhino
deaths dwindle.
He notes that he would like to link each microdot
number to a photo of that rhino on a website, which makes
the crime more personal, and not simply some nondescript
powder bought in Asia.
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ACTOM Air Pollution Control
completes large
fume-extraction contract
ACTOM Air Pollution Control (MikroPul) recently completed one of the largest
gas-cleaning contracts it has ever undertaken.

T

he turnkey contract,
worth over R100-million,
was for Assmang's
Cato Ridge Works near
Durban, where ACTOM Air
Pollution Control provided a
system for capturing fumes
generated by the tapping
operations of the plant's
six furnaces.
The contract, awarded by
Assmang in mid-2008 and
completed in July 2010,
included civils and the supply
and installation of electrical
and automated control
systems.
The secondary
gas-cleaning system, which
complements Cato Ridge's
primary fume-extraction
system, comprises a large
eight-module reverse pulse
filter baghouse covering a
The large baghouse installed by ACTOM Air Pollution Control at the Cato Ridge
ground area of 1200 m 2, plus
works to capture fumes generated by the tapping operations of the furnaces
ancillary equipment that
includes extensive ducting and
extraction hoods attached to jib
during tapping operations.
cranes that swing the hoods into position at the furnaces
The filtration plant, with an extraction capacity of
775 000 m 3/hr, is designed to serve tapping operations of
up to four furnaces simultaneously. Emissions are
guaranteed at well below 15 mg/Nm3.
Sam Matsimela, a Consulting Engineer with Assore, a
50% shareholder in Assmang's Cato Ridge Works, said the
filtration plant is operating efficiently and exceeds the
specified fume-extraction capacity of 775 000 m3/hr.
He described ACTOM Air Pollution Control's project
management as excellent. "They reacted swiftly to most of
our demands and to scope changes and were extremely
flexible in accommodating the works' production
requirements. They also gave major priority to safety and
must be commended for their ability to work safely while
some of the furnaces were in production," he said.
ACTOM Air Pollution Control, which changed its name
from MikroPul in October 2010, remains unchanged in all
other respects and continues to offer the world-renowned
MikroPul range of gas-cleaning and dust control and
A view of two of the extraction hoods that are swung into position
collection equipment in the local market.
by jib cranes to extract fumes generating during tapping operations
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South Africa sets up agency to bridge gap
between research and commercialisation
South Africa's new Technology Innovation Agency (TIA),
which has been formed to support the commercialisation of local research and
development (R&D), has been formally launched.

T

he orgainisation has been formed through the merger of
seven smaller funding agencies that fell under the
Department of Science and Technology.
Newly appointed CEO Simphiwe Duma, an engineer by
training, said TIA was "open for business" and would prioritise
the commercialisation of innovative technologies in the areas
of health, biotechnology, agriculture, energy, manufacturing
and information and communication technology (ICT).
Speaking at the launch function in Midrand, Science and
Technology Minister Naledi Pandor said that TIA, which has a
current budget of R410-million, will focus on the conversion of
basic R&D into saleable products and services.
She called on the TIA to interrogate the current R&D
archives and determine what steps were necessary to
commercialise the most promising contents within that archive.
A direct link was drawn between the TIA and the 'New
Growth Path', which aims to facilitate the creation of 500 000

jobs and to reduce poverty, which "will come to nothing"
without an enhancement in the domestic innovation system.
South Africa's investment into R&D rose to 0,93% of gross
domestic product (GDP) in 2008/9 to R21-billion, from 0,76%
in 2006/7. However, it was still well short of the 2014 target of
1,5% of GDP.
Pandor urged the TIA to form a stronger partnership with
the business and banking sectors to bolster investment in
innovation and the commercialisation of R&D.
"The TIA must also act as a catalyst for stimulating a
stronger venture capital industry in this country by interacting
with local and venture capital firms to spearhead the
commercialisation of our technology in global markets," Pandor
said.
TIA chairperson Dr Mamphela Ramphele said that the
agency would strive to turn "the valley of death" between
research and product commercialisation into one of "resurrection".
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international news

GIFA, METEC, THERMPROCESS and NEWCAST
- Excellent prospects for “The Bright World of Metals”
Strong demand leads to a change in the hall structure for METEC 2011.
GIFA, METEC, THERMPROCESS and NEWCAST right on schedule.

G

IFA, METEC, THERMPROCESS
and NEWCAST, that are taking
place in Düsseldorf from
28 June to 2 July 2011, will be a
summit meeting for the international
trade community. Months before the
event starts, it is apparent that the
four technology trade fairs will be a
success: the current registration
figures indicate that the range of
exhibitors promises to be just as
strong as at the previous event
in 2007.
The interest shown by exhibitors in
METEC is in fact even greater than in
2007, so that the hall structure for
the International Metallurgical
Technology Trade Fair has now been
changed. The METEC exhibitors will be located in
Halls 4 and 5 on the Düsseldorf exhibition site - as planned
- but Hall 3 will be used for metallurgical companies as well.
This hall is considerably larger than Hall 7a, which was used
for METEC in 2007. The rest of the Düsseldorf exhibition site
has been allocated as at the previous event. GIFA - the
International Foundry Trade Fair - will be giving a
comprehensive insight into foundry technology issues in
more than five different halls. In addition to registrations by
the big players from the industry, Messe Düsseldorf has also
been noting increased interest from companies that will be
participating in the trade fair for the first time. The
registration figures for THERMPROCESS promise success of
the kind achieved in 2007 too. The international industry
leaders will be exhibiting the latest thermo process
technology in Halls 9 and 10. The quartet of trade fairs is
completed by NEWCAST, the International Trade Fair for
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Precision Castings. It will again be
providing detailed information about
innovative casting solutions in Halls
13 and 14 in 2011. The response
received so far suggests that
NEWCAST will also be just as
successful as at the previous event.
"ecoMetals - Efficient Process
Solutions" campaign
All four trade fairs that make up
the "Bright World of Metals" are
focussing on the issue of energy and
resource efficiency. With this in mind,
Messe Düsseldorf has launched the
"ecoMetals - Efficient Process
Solutions" campaign exclusively for
the GIFA, METEC, THERMPROCESS
and NEWCAST exhibitors. The exhibitors and their products,
processes, machines and equipment that are technical
solutions with outstanding future potential, that help to
make a sustained improvement in energy and resource
efficiency and that represent a substantial innovation in
their particular field will be identified by the ecoMetals logo
during the trade fairs. Trade visitors will benefit from this,
because they will be able to recognise relevant exhibits at a
glance and arrange their visit to the event accordingly. More
and more exhibitors are registering to participate in the
campaign, including such companies as MAGMA
Giessereitechnologie, Vesuvius/FOSECO Foundry Division,
Oskar Frech, Heinrich Wagner Sinto Maschinenfabrik,
LOI Thermprocess and Ashland Südchemie.
High-quality side programme
An extensive, attractive side programme with numerous
seminars and trade symposia, special shows and technical
forums as well as international congresses and lecture
series is being organised again for the four metal trade fairs
in 2011. Great interest is already being shown here too:
there is tremendous demand for the METEC Congress and
the European Metallurgical Conference (EMC), for
example.
Trade visitors will be able to buy their ticket to GIFA,
METEC, THERMPROCESS and NEWCAST online from the
spring of 2011 onwards. Companies that would like to
present their products and services in the context of the
"Bright World of Metals" will find all the registration
documents they need in the exhibitor section of the
individual websites. www.gmtn.de and/or www.gifa.com,
www.metec-tradefair.com, www.thermprocess-online.com
and www.newcast.com also provide up-to-the-minute news
about the trade fairs as well as the latest information
from the industry.

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.

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
The fairground entrance ticket which is included in the
tour cost allows the holder free travel on all Düsseldorf
transport systems.
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
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
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.
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ASK Chemicals announces the formation of
a world market leader for foundry chemicals
with headquarters in Hilden, Germany
The expansion of an existing joint venture between Süd-Chemie AG,
Munich and Ashland Inc., Covington, USA has been completed, following the
approval of the European anti-trust authorities.

T

his means that one of the world's largest manufacturers
for foundry chemicals has now been established.
Headquartered in Hilden, the company will be known as
ASK Chemicals throughout the world. Ashland and Süd-Chemie
each have a 50% stake in the new joint venture. Stefan
Sommer has been appointed CEO of the company.

ASK Chemicals consists of the following companies:
• Ashland-Südchemie-Kernfest GmbH, in Hilden,
Germany, together with its subsidiaries, has been a successful
business since 1970 with operations mainly in Europe.
• The global foundry chemicals business unit owned by
Ashland Inc., Ashland Casting Solutions, Dublin/Ohio.
• Süd-Chemie's other companies supplying to the foundry

industry: SKW Giesserei GmbH, Unterneukirchen, Germany,
WD-Giesserei-Technik GmbH, Fuldabrück, Germany, Tecpro
Corporation Inc., Atlanta/USA, Süd-Chemie Hi-Tech Ceramics
Inc., Alfred Station/USA, Ajay Metachem Süd-Chemie Pvt. Ltd.,
Pune/India and parts of Jiangsu Süd-Chemie Chemical
Materials Co., Ltd., Zhenjiang/China. The Foundry Bentonites
will remain with Süd-Chemie AG.
The new holding company as well as all businesses and
subsidiaries incorporated into it will be known by the umbrella
brand "ASK Chemicals".
ASK Chemicals offers the entire range of foundry chemical
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products from the core shop, the molding line to the melt shop.
The group's expertise is derived from world leading development
facilities of the individual companies and experts in their
respective fields. Some of these companies look back on a
tradition of more than 100 years in their own specialist field.
Interdisciplinary teams with specialists from all areas in a
foundry provide a holistic support and products rapidly,
anywhere in the world. In technology centers distributed across
three continents, teams of researchers and application
specialists develop products and processes for the leading
foundries in the world. The products are manufactured
regionally in modern production plants in Europe, North and
South America and Asia.
Stefan Sommer has been appointed CEO of the new joint
venture. He has many years of
experience in the chemicals industry,
having worked for Hoechst,
Celanese/Ticona and DSM, among
others. Since 2009, he has been
involved in the creation of ASK
Chemicals. Dr. Thomas Oehmichen,
COO, former CEO of Ashland-Südchemie
Kernfest GmbH, Scott Hoertz, COO,
former President of Ashland Casting
Solutions and Thiemo Heinzen,
CFO, former Head of Corporate
Controlling of Süd-Chemie, complete
the senior management team.
"Expansion and targeted
innovations are the strategic key
elements for our future growth", says
CEO Sommer with regard to the new
challenges facing ASK Chemicals.
Special focus will be given to
future-oriented topics such as the
environment and energy. In research
and development centers, ASK
Chemicals creates technologies and products. By means of
sustainable, environmentally-friendly manufacturing methods,
they provide support to foundries solving casting problems in a
more cost-effective and environmentally-friendly manner.
"We are making a major contribution to balance the
increasing demand for foundry products with the necessary
reduction in emissions", says CEO Sommer. "Naturally, this is
also of particular relevance for the transfer into the most
important new growth markets in which we already have a
strong presence".
From December onwards, the company will present itself
globally under its new brand appearance in the foundry media
and at trade fairs.

Ajax Tocco acquires assets
from ABP Induction
The company said it would operate the assets and intellectual property
formerly known as Pillar as usual.

A

jax Tocco Magnethermic, Warren, Ohio, announced it has
acquired the induction systems assets and intellectual
property formerly known as Pillar from ABP Induction,
New Brunswick, N.J.
The business provides induction systems and aftermarket
parts and services. The sale includes ABP's Brookfield, Wis.,
and Sterling Heights, Mich., operations. Its induction melting
operations in North Brunswick and Massillon, Ohio, are
unaffected, as are its international operations ABP Induction
Systems Shanghai, Shanghai, China (previously Pillar
Shanghai).
Ajax said in a press release it will reinstate the name Pillar
Induction and operate the assets as a separate division. All
Pillar products will continue to be sold and markets served will
continue to be supported. All personnel associated with the
Pillar products have been transferred to the new division.
"With excess capacity in the U.S. induction heating

equipment market today and for the foreseeable future, we
believe consolidation is necessary," said Paul Decker, ABP's
chief executive officer. "This transaction provides an attractive
return to our shareholders while freeing resources for ABP to
focus on its core [metalcasting] market and induction heating
outside of North America, particularly in the rapidly growing
markets."
ABP is a provider of induction melting and heating systems
and aftermarket services to the metalcasting, forging and steel
industries, operating through sales, manufacturing and
aftermarket locations in the U.S., Germany, Sweden, Brazil,
Mexico, Thailand, India, China, Russia and Japan. Ajax designs
and manufactures induction heating and melting equipment
for various industries. The company has manufacturing
and service locations in the U.S., Canada, Germany,
Poland, Belgium, China, Japan, Thailand, the U.K. and
Mexico.
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Advancing Ti technology for cast products
If any metal can be said to be "hot" it is titanium, and one casting enterprise
is seizing the moment.

I

f any metal can be said to be "hot" it is titanium. Global
supplies of the strong-but-light material are forecast to rise
this year by 20% to about 150,000 metric tons, following an
earlier build-up in new and rehabbed titanium sponge capacity
from 2005 to 2008. The global economic collapse in 2008
slowed expansion and plunged titanium demand, but previously
scheduled capacity continued to come into production, meaning
that producers of titanium products will have something of a
price advantage as they respond to reviving demand.
That demand traditionally comes from the aerospace and
defense sectors, of course, and those markets are eyed for a
rebound in 2011. But, there are lucrative opportunities in
energy markets (heat exchangers) and chemical processing and
petrochemical refining too, so it's not hard to see why
expectations are high among producers of titanium products
- including castings.
Working to expand the market potential for titanium cast
products is Titanium Castings (UK) Ltd. (www.titanium-castings.com),
a wholly owned subsidiary of Castings Technology International.
Cti specializes at developing new casting technologies and new
cast products. TCUK, on the other hand, operates in the
commercial arena. It produces fast prototypes, low-volume and
series runs, and some specialty castings for critical applications.
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Titanium castings weighing up to 40 kg are produced, on
5-12 week lead times and with dimensional accuracy
conforming to ISO 8062 DCTG 4-7. Casting surfaces have
roughness averaging in the range of 2.5-7.6 µm (100-300 µin).
Key elements of TCUK's production technology are induction
skull melting and ceramic shell molding. Induction skull 'cold
crucible' melting is preferred to vacuum arc re-melting for three
principle reasons:
1) At times of high demand, low cost off-cuts of fully certified
melting stock is more readily available than the higher cost,
pre-alloyed electrodes used in vacuum arc re-melting furnaces;
2) The higher power input ensures that a higher superheat
and more uniform metal temperature can be achieved, resulting
in the ability to produce castings with very thin walls (<1 mm);
and,
3) The stirring action produced by the induction field
ensures better homogeneity of alloying elements. TCUK has one
30-kg and one 90-kg melting unit available, and both are able
to spin molds for more effective filling.
Ceramic shell molds may be made from patterns in wax or
other materials, and TCUK is adept at manufacturing very large
ceramic shell molds and castings directly from 3D CAD files.
Its quality control capabilities include CMM dimensional
inspection and 3D laser scanning for surface geometry
certification, to verify compliance with design standards. Laser
scanning is used also to set up castings in fixtures to within
± 0.15 mm for CNC machining. The TCUK quality management
system complies with the BS EN 9100:2003, AS 9100 Rev B,
and BS EN ISO 9001:2000 standards. Radiography and vacuum
heat-treatment are certified by NADCAP.
The potential for large titanium castings is demonstrated by
the high-integrity, precision components that TCUK has
produced for various defense programs. These include parts for
BAE Systems' M777 Lightweight Howitzer; critical components
for BAE's Taranis unmanned combat aerial vehicle demonstrator
program; components for the Short Take Off and Vertical
Landing (STOVL) variant of the Joint Strike Fighter; and
lightweight vehicle armor fittings.
In addition, TCUK is engaged in rapid manufacturing of
impellers, diffusers, pump casings and valve parts - all products
that benefit from TCUK's precision manufacturing capabilities
and titanium alloys' lightweight and corrosion-resistant
attributes.
Most important for other foundries, the titanium casting
manufacturing technologies developed by Castings Technology
International and used by TCUK are available under license. The
technology transfer includes equipment design and plant layout,
equipment supplier selection, and assistance in developing
manufacturing strategies and methods for proprietary titanium
products. The company also aids its license partners with
tooling design and 'first article inspection' of castings, training,
plant commissioning, and production start-up assistance.
TCUK indicates that two licenses have been granted
and have been operating successfully for over two years,
and recently it confirmed that a third license program is
in progress.

Aluminium recycling
forecast to grow by 75%
in the next decade
Most recent forecasts from IAI's Global Aluminium Recycling Committee
show growth in recovered scrap from 2010 at approximately
9.5 million tons to almost 17 million tons in 2020.

W

orldal (worldal.com) reported that industry
forecasts point toward 75% growth in aluminium
recycling in the next decade. Mr Roland Scharf
Bergmann head of Hydro's Recycling unit attributes the
growth to a change in mindset and perceptions in our
society. Hydro announced in September that it will step up
its activities in aluminium recycling. The company aims to
be the European leader in recycling, in line with its position
as the leading supplier of casthouse and semi-fabricated
aluminium products.
Strong growth in recycling
Mr Roland Scharf Bergmann is chairperson of the
Global Aluminium Recycling Committee in the International
Aluminium Institute, the global arm of the aluminium
industry. He made a keynote speech at the Metal Bulletin
Recycled Aluminium conference in Krakow, Poland, to
present his view of changes and challenges for the
recycling industry in the past, present and future. The
recycling industry has seen recycled aluminium
volumes rise significantly from 13.7 million tons in 2003 to
19.4 million tons in
2009, representing an
The recycling industry increase of
42% compared to
has seen recycled
28% increase in
primary production.
aluminium volumes
This is supported
rise significantly from by strong growth of
recovered scrap from
13.7 million tons
end-of-life products of
in 2003 to
close to 50% during
the same period. Most
19.4 million tons
recent forecasts from
in 2009, representing IAI's Global Aluminium
Recycling Committee
an increase of
show growth in
recovered scrap from
42% compared
2010 at approximately
to 28% increase in
9.5 million tons to
almost 17 million tons
primary production
in 2020, following the
life cycle analysis of
the various product groups and taking into account
projected collection and recycling rates.

Change in perception
“We know that
Mr Scharf Bergmann
China views scrap
said that this
development is not just
as strategic, so
driven by market
we can expect China
dynamics but by a
change in mindset and
to grow their
perception in our society.
"When I joined the
investment in
industry more than
recycling as well as
12 years ago, there was
still the perception of
scrap imports
recycling being a dirty
significantly.”
business in many
aspects." He reported
about a changed
perception driven by environmental aspects and the need
to save energy. Today reports and statistics are issued not
only on scrap collection and recycling rates and production
volumes but also avoided emissions of CO2 by recycled
post consumed scrap. This is driven by the fact that
recycling of aluminium consumes only 5% of the energy
consumed by primary production.
Strategic raw material
Mr Scharf Bergmann said that scrap has become a
strategic raw material in regions like Europe but also
across the globe. "We know that China views scrap as
strategic, so we can expect China to grow their investment
in recycling as well as scrap imports significantly."
Global scrap flows are expected to grow from 4 million
tons in 2008 to more than 10 million tons in 2020, the
majority ending up in China and the rest of Asia. He said
that Hydro's role in the future will be to take our share of
the market as a leading integrated producer over the whole
value chain. "Our position in the market, combined with
commercial and technological competence, will provide us
with growth opportunities in recycling to help us improving
our carbon footprint." He pointed out that Hydro's plans to
build a recycling plant in Karmøy, Norway, as well as the
development of a scrap portal, web based scrap
procurement and trading platform that will be unique in the
market as is the company's customer portal. "Hydro is on
the right track, for sure. Our ambition is an annual
recycling of up to one million tons of aluminium in 2020."
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EMO Hannover 2011
- The World of Metalworking
EMO Hannover 2011, the leading trade fair of its sector,
will be taking place from 19 - 24 September 2011 in Hannover, Germany.

E

MO Hannover is the world's premier trade fair for
metalworking technology, a meeting point for the
entire international sector and a global forum of
can-do technical competence. With the principal focus on
cutting and forming machine tools, manufacturing systems,
precision tools, automated materials flows, computer
technology, industrial electronics and accessories, it will
once again be the platform where the whole metalworking
world meets.
More than ever nowadays, customers all over the world
are facing new challenges. They're seeking intelligent
solutions for their manufacturing tasks, in order to stay
ahead of global competition in the future as well. And for
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this they need your products, your services and your
expertise. The most important meeting place for
international production experts is EMO in Hannover.
Nowhere else is the multiplicity of innovations greater and
are the exhibits on show more comprehensive. Here is the
place to collect and compare information, to make
decisions on new manufacturing strategies and to place
the relevant orders.
EMO Hannover is a meeting point for top-level
competence among providers and users. Exhibitors from all
over the world showcase the entire spectrum of products
and services for metalworking technology. They spotlight
their performance capabilities and innovative vigour for the

or send an e-mail to
lkuntze@germanchamber.co.za.

highly qualified experts who will
make their capital investment
decisions here.
At EMO Hannover 2011, you
too can exhibit your new products
to international experts, progress
your new-account acquisition, and
showcase your corporate capabilities.
Whether as an exhibitor or a
trade visitor, a journalist,
technically oriented youth or a
representative of the political and
academic communities, you will
find all the important
information you need on the
EMO Hannover 2011 website:
www.emo-hannover.de.

Trade Fair Travel and
Metalworking News tour to EMO
Trade Fair Travel, a specialist
travel agency for trade fairs
internationally and in particular
Germany, have put together a
very reasonable tour package to
The most important
visit this exhibition.
The tour includes return
meeting place for international
airfare Johannesburg/Hannover,
production experts is EMO in
airport taxes, airport/hotel
transfer, accommodation, full
Hannover. Nowhere else is the
breakfast daily, and medical and
multiplicity of innovations greater travel insurance.
For a booking form contact
and are the exhibits on show
Minimum six week Schengen
Trade Fair Travel on
visa application
TEL: 031 916 1414,
more comprehensive
Please allow a minimum of six
Fax: 031 916 5674, or email
weeks to book your appointment
peter@tradefairtravel.co.za
and apply for your Schengen Visa if you are a
or visit www.tradefairtours.com
non-EU citizen. Online appointment booking system:
Trade Fair Travel is also able to offer you individual
TEL: 0861 00 22 45 or www.visa-germany.co.za.
packages, tailored to your requirements. For more information
For any questions you might have please
contact Peter Stephenson on the numbers above. Booking
contact Ms. Lisa Kuntze on TEL: 011 486 2775
forms can also be downloaded from the website.
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Korean foundry adopting
SinterCast 3000 for cylinder heads
Daedong Metals to produce CGI heads for high-power versions
of commercial vehicle engines.

A

South Korean iron foundry, Daedong Metals Co. Ltd. is
the latest to initiate series production of compacted
graphite iron using the SinterCast process. The Swedish
developer/licenser of the CGI process control technology
reports that the metalcaster has entered into a long-term
agreement, following a period of product development.
Recently, SinterCast reported that its annualized series
production total grew by 10% during October to a new all-time
high of 60,000 metric tons/year (or 1.2 million engine
equivalents.). October represented its sixteenth straight
month with increasing production, for a year-to-date growth
rate of 33% and a year-on-year increase of 140%.
Further, since the middle of last year SinterCast has
recorded an increase in field trials and licensing discussions
for its CGI process control system, and production trials have
been conducted in Europe, Asia, and the Americas during the
second half of 2010. It said its "installation outlook for 2011
is the highest in more than a decade."
For Daedong, SinterCast will customize a version of its
System 3000 process control system to provide liquid metal
analysis and operator feedback results at two different
locations in the foundry. The System 3000 will be delivered
before year-end and installed during the first week of
January 2011.
System 3000 is the third generation of SinterCast's
process control system, introduced late in 2009 for use with
foundries that produce CGI in pressurized pouring furnaces or
by ladle pouring. It was adopted previously by Cifunsa and

China's FAW Foundry.
Daedong Metals' CGI series production which will
include three different cylinder heads for commercial vehicle
engines ranging from 6- to 11-liter displacement, began in
January 2011. The cylinder heads will be used for the
high-performance versions of existing engines and are
forecast to provide a production volume of approximately
50,000 engine equivalents in 2011.
"The CGI heads are specifically used for the high-power
versions of the engines and, as the sector continues to move
toward higher power density, the CGI volume is expected to
increase," explained SinterCast president and CEO Dr. Steve
Dawson. "The new cylinder heads increase the number of
SinterCast-CGI commercial vehicle engine components in
series production from 14 to 17, and further reinforce the
trend toward CGI to meet the demands for performance,
durability, and emissions compliance in the heavy-duty diesel
sector."
Together, Daedong and SinterCast are working to develop
additional CGI components.
Daedong Metals, in Daegu, South Korea, produces gray
iron, ductile iron, and CGI components for passenger vehicles,
commercial vehicles and construction equipment. It pours
40,000 metric tons per year of castings ranging from
2.5 to 250 kg, to customers that include Daedong Industries,
Doosan Infracore, Doosan Mottrol, GM Daewoo, Hyundai and
Kia Motors, Hyundai Heavy industries, Kubota, and Volvo, for
Korean markets and for export.

US steel production up 38%

R

aw steel production in the United States increased
nearly 38 % in 2010 compared to a year earlier,
according to estimates released recently by the
American Iron and Steel Institute. The Washington, D.C
- based steel industry trade group said U.S. steelmakers
produced about 88.5 million tons of steel between
January and December, compared to about
64.3 million tons in 2009. Despite the year-over-year
increase, crude steel production in 2010 was down
13 % compared to 2008 and down 18 % compared to
2007 and 2006.
November 2010 crude steel production of the World
World crude steel production for the 66 countries
reporting to the World Steel Association (worldsteel) was
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114 million metric t (mmt) in November. This is 5.1% higher
than November 2009. World crude steel production for the
first 11 months of 2010 was 1 281 mmt, 16.2% higher
compared to the same period in 2009. China's crude steel
production for November 2010 was 50.2 mmt, an increase
of 4.8% compared to November 2009. Elsewhere in Asia,
Japan produced 9.0 mmt of crude steel in November 2010,
1.4% higher than November 2009. South Korea's crude
steel production for November 2010 was 5.2 mmt, 16.4%
up compared to the same month last year. In the EU,
Germany's crude steel production for November 2010
was 3.8 mmt, an increase of 8.0% on November 2009.
Italy produced 2.3 mmt, 19.3% more than the same month
in 2009. Spain produced 1.2 mmt, a -19.8% decrease
compared to November 2009.

British Metals
Recycling Association
expects uncertain
2011

M

r Michael Oppenheimer, president of the
British Metals Recycling Association, said that
potential difficulties faced by the construction and
automotive sectors this year as a result of cuts in both
public and consumer spending will make 2011 an
uncertain year for the UK metals recycling sector.
He claimed that environmental policy at a European
level could increase the sector's regulatory burden. Given
the mixed medium term economic outlook, one wonders
about the longer term availability of ferrous scrap in the
UK?
Mr Oppenheimer, who was elected as president in June,
said that 2010 had been a difficult but nonetheless
successful year for the metals recycling industry. But
looking forward to 2011 it can safely be predicted that
things will be uncertain.
He explained that in two sectors crucial to the success
of the British metals recycling industry, construction and
car production, there have been clear signs of recovery
throughout 2010. However, draconian cuts in public capital
budgets over the next three years will seriously impact on
construction and there are concerns that the fear of future
job losses, if not the reality will inhibit consumer spending
and hinder further automotive sector recovery.
Mr Oppenheimer highlighted the short term and
uncertain markets for steel in 2010 and noted that a
shortage of scrap had underpinned prices in many ferrous
markets. And, he asked given the mixed medium term
economic outlook, "One wonders about the longer term
availability of ferrous scrap in the UK?"
Mr Oppenheimer said that the sheer plethora of rules
relating to metals recycling continued to be a problem,
particularly for smaller sites. However opportunities had
been created for achieving a major reduction in this
burden by the new coalition government coming to power.
"This year our Westminster representational work has been
dominated by our desire to influence a new and very
different government."
He said that this has meant that "Our established
points of influence Backbenchers, Select Committees and
Special Advisors and last but not least, Ministers, have
changed, with most ministers and staff in government for
the first time trying to find a way of working."
Mr Oppenheimer raised concerns over how the new
government would approach European issues and in
particular, a continuing growth in the environmental policy
agenda which he said was being considered by the
European Parliament, Commission and some Member
States.
He warned that unless checked, this agenda will grow
unheeded and regulation will follow, and could see a time
when freedom of trade outside the EU could be threatened
where a secondary metal was designated as a scarce or
strategic resource.
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Casting simulation suite
for step-by-step
production planning
ESI 2010 allows rapid visualization of casting results.

E

SI GROUP has released a new software suite it
indicates will allow metalcasting operators to forecast
the entire casting process, including filling and
solidification defects, mechanical properties of finished
castings, and the nature of complex part defects. The new
ESI Casting Simulation Suite includes the developer's
ProCAST and QuikCAST programs, and allows the operators
to achieve rapid visualization of the casting process result
to allow them to make accurate decisions during the
design stage.
The developer has an established record in casting
process simulation software that builds on the physics of
the cast materials. The ESI suite consists of numerous
applications that simulate a product's behavior, to fine-tune
manufacturing processes in accordance with desired
product performance, and to
evaluate the
environment's impact on
performance.
The new Casting
Simulation Suite 2010
allows an engineer or
designer to incorporate each
production process stage,
step-by-step - from die and
mold design through to the
component's performance
during its productive life.
ESI emphasizes several
enhancements in the new
release, including important
developments in micro
modeling that allow prediction of the microstructure and
assessment of the resulting mechanical properties for
ferrous and nonferrous alloys, both as-cast and after heat
treating. Calling this feature a "major technological
breakthrough," ESI points out that it means foundries can
identify the precise heat-treatment parameters necessary
to obtain the required properties for austempered ductile
iron (ADI) components. It adds that this capability means
that foundries can thus engineer products in ADI that will
have better qualities (stronger, lighter) than steel, and thus
better value.
"ProCAST's recent developments prove to be excellent
for predicting the microstructure and the basic mechanical
properties of casting materials," stated Dr. Antton Melndez
Arranz, a metallurgist with Tecnalia, a multi-disciplinary
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Spanish industrial research group that specializes in
metalcasting R&D. "Using the microstructure module, the
simulation of local graphite expansion is possible with a
sensitively higher accuracy for shrinkage defects
prediction. The microstructure module opens up a new line
of possibilities and makes other types of analyses possible,
particularly in relation to metallurgical quality level
adjustments, according to the inoculation parameters in
simulation."
Casting Simulation Suite 2010 also includes a new
optimization module. With just one simulation, engineers
must set the best conditions for the design or process to
reach objectives, such as minimizing porosity or improving
yield. Using the new optimization module, several
simulations of the same process are run automatically, with
slight variations of the input
parameters. The new suite
includes solutions and
enhancements in gas
porosity predictions, pin
squeeze, air entrainment,
thermal modulus, and results
extraction, according to ESI.
"When you have the right
tool in your hands, you can
easily get quick and optimal
solutions arising from
extremely complex problems
in superalloy foundries. ESI's
software has the potential to
do this," according to Ciro
Caramiello, Ph.D., who
directs process modeling efforts at EMA Rolls-Royce, a
manufacturer of precision advanced micro-castings for
aerospace engines.
"Our growing and faithful installed base demonstrates
the relevancy of our solution for foundries, whether they
require a quick estimate or a more advanced and complete
diagnosis," according to Marco Aloe, casting product
manager for the ESI Group. "Our goal remains to develop
tailored tools to help foundries efficiently design the best
quality part and meet performance criteria. Included in
version 2010 are developments in microstructure, stress,
optimization and interfaces to specifically meet our
customers' challenges."
For further details contact Adrian Paine on
072 704 4180

MTS TestSuite™ Software:
Better, faster, more…
Conduct better testing faster and for less money with
MTS TestSuite Software version 1.5.

T

his release adds new capabilities to the modular
software's Multipurpose Testing package, and marks the
introduction of six separate modules for fracture testing.
MTS TestSuite software delivers the advanced capabilities
for which MTS is renowned, only from an easy-to-use and
highly adaptable platform designed to meet your needs over
the long term.
In addition to the multi-purpose software and fracture
modules, the MTS TestSuite platform currently includes
stand-alone operator and reporter packages. You can also
purchase optional modules for low-cycle, high-cycle and
advanced low-cycle fatigue testing and analysis.
All MTS TestSuite software tests to the current ASTM
release level, including the new crack-tip opening
displacement (CTOD) ASTM E 1290 standard.
MTS TestSuite Multi-purpose Software enhancements
include:
• Virtual specimen feature. Receive a simulated preview
of how your test article will perform without physically testing
- or potentially damaging - the actual specimen.
• Point-by-point monitoring. Immediately respond to test
data by performing calculations and making decisions on
every data point, rather than once per cycle.
• Multi-channel capability. Efficiently define multiple
channels in a single activity, including phase lag definition

between the channels.
• Built-in programming
language. Open-source code
allows for flexible implementation of custom code and
calculations, including the ability to use programming
logic.
The MTS TestSuite Fracture Testing offerings include:
• Fatigue Crack Growth Modules. Get the test and
report templates and calculations you need to assess
fatigue crack growth.
• Fracture Toughness Modules. Find all the test and
report templates, activities and calculations required to
design and run fracture toughness tests.
• Fracture Analyzer. Achieve new insight through
custom, in-depth analyses of test data files. Also build an
extensive analysis library over time.
MTS TestSuite software is your must-have tool for
attaining peak productivity now and well into the future.
Upgrade today.
For more information, contact your nearest IMP branch on
TEL: 011 916 5000, KwaZulu Natal: TEL: 031 764 2821,
Western Cape: TEL: 021 852 6133,
Eastern Cape: TEL: 041 364 0159,
Free State: TEL: 018 293 3333 or Email: info@imp.co.za

Filters introduced for large ferrous castings
HOLLOTEX Centrifugal Filter Units (CFU) from Foseco, Cleveland, are the latest
addition to the HOLLOTEX range of running and gating system components.

H

OLLOTEX CFU products are filtration devices used
exclusively in the production of large iron and
steel castings. The device comprises a refractory
centrifuge system that separates contaminants from
liquid metal and resists chemical erosion and STELEX
filters that remove contaminants from liquid metal and
reduce turbulence in the gating system.
HOLLOTEX CFU products have been specifically
designed to assure consistent filter performance and
overcome the limitations of traditional multiple filter
holders such as inadequate filter support, unbalanced
metal flow, velocity and pressure and double inventory
requirements for left and right spin units.
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The benefits of applying HOLLOTEX CFU products
include a reduction in casting defects, rework and scrap;
reduced machining allowances, cleaning and machining
costs; castings move through the cleaning room faster
reducing work in progress and shortening lead times and
increased casting quality and consistency.
Foseco is a manufacturer and provider of proprietary
consumable products and solutions to the global foundry
industry operating in over 100 countries around the
world with headquarters for North America in
Cleveland.
For more information contact Foseco South Africa on
TEL: 011 903 9500

Compact, redundant and with integrated functional monitoring:
The Heavy-Duty hollow shaft encoder
is prepared for all eventualities

T

he redundant optical encoder with
integrated functional monitoring
HOG 86 M is specifically
conceived for harsh environments and
adds another heavy duty product to
the Baumer portfolio. It provides
two-channel detection of relative
position or speed what is frequently
required for system error tracking and
troubleshooting. The redundant
optional Enhanced Monitoring System
(EMS) adds another plus to safety.
The system is based on a rapid
microprocessor that is consistently
monitoring the reliable encoder operation over the entire speed
range. The encoder provides up to 2.500 ppr, endures even
strong impacts by shocks and vibrations and is capable of
maximum shaft loads of 200 N axial and 300 N radial.
The operating state is visualized by two LED's embedded on
top of the housing. By virtue of the 99 mm housing and
measuring only 69,5mm in axial length the encoder fits even

confined installation space, with
no compromise to protection:
IP66 compliant, specifically
corrosion-proof and capable of
extreme temperatures ranging
from -40 to +100 °C it is predestined
for demanding tasks like generator
feedback in wind power plants or
applications in the paper and metal
processing industry. Depending on
the prevailing requirements,
HOG 86 M is available in several
configurations: HOG 86 M with
turnable terminal box, HOG 86 M TE
with terminal box turnable on a
180° angle and EMS functionality, HOG 86 M F with radial
flange connector and HOG 86 M FE with radial flange
connector and EMS.
For further information contact Temperature Controls (Pty)
Ltd TEL: 011 791-6000 or email: sales@tempcon.co.za or
visit: www.tempcon.co.za

castings sa

vol 11 no 5

February 2011

49

Thermo Fisher Scientific
launches automated milling solution
for fast and reliable ferrous metals
sample preparation
Thermo Fisher Scientific Inc., the world leader in serving science,
announced the launch of an innovative solution for the preparation of
ferrous metals samples for optical emission and X-ray fluorescence.

T

he solution integrates the Haas Mini Mill milling
machine from Haas Inc. with the Thermo
Scientific ARL PrepControl automation extension.
Combining the power of a robust, rapid and flexible
milling machine from the world's largest CNC machine tool
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builder with the leading ARL PrepControl automation
system, the new solution addresses the requirements
of modern process control laboratories for high-quality,
reproducible and reliable ferrous metals sample
preparation.

Milling is increasingly becoming the preferred method
for preparing ferrous metals samples for subsequent
analysis with spectrometric techniques. Efficient,
reproducible and dependable sample preparation plays
a crucial role in the analytical performance of X-ray
fluorescence (XRF) spectrometers and optical emission
spectrometers (OES). The Haas Mini Mill with
ARL PrepControl produces the high quality and reproducible
prepared sample surfaces required for spectrometer
analysis. With samples and standards introduced manually
via the front door, it facilitates a semi-automatic operation.
Additionally, the system can be easily integrated with
automated Thermo Scientific ARL metals analyzers and
XRF spectrometers without the need for any modifications
for entirely unattended, reliable and fast sample
preparation and analysis.
The Haas Mini Mill with ARL PrepControl complies
with the most stringent international safety and design
standards. It yields unparalleled robustness and damping
to resist vibrations and maximize cutting tips lifetime at
high speed while reducing sample preparation time.
The system is a true 3-axes milling machine designed for
mass production of precision pieces and long life in a
24/7 non-stop operation. With speeds of up to 6,000 rpm,
the direct drive spindle of the system provides optimal
torque at low-end speeds for milling iron and steel.
In addition, the rapid traverse rates of Haas brushless
motors (up to 15.2 m/min) enable users to reduce

response times and increase throughput. An ultra fast
and reliable umbrella tool changer, with a storage capacity
of up to 10 milling heads, performs changes in five
seconds, reducing maintenance interventions as milling
heads can be automatically changed after a user-defined
number of production samples and standards have been
processed. This choice of milling heads optimizes the
milling process for specific material qualities while the fast
de-burring of thick or thin standards ensures high- quality
prepared surfaces.
The Thermo Scientific ARL PrepControl is a complete
Haas Mini Mill automation extension, comprising a
Siemens S7 programmable logic controller (PLC) with a
movable color touch screen as user interface and the
ARL EasyPrep™ software for setting up and modifying
preparation programs quickly and without the need for
CNC programming. The solution also incorporates a sample
clamping vice fixed on the Haas Mini Mill XY table and a
sample surface positioning system using a fast sample
height measurement device. Fully automatic operation is
achieved under the control of the Thermo Scientific ARL
SMS-2500/3500 automation system using state-of-the-art
industrial robots for sample handling and providing for
direct sample loading and unloading via a separate side
door.
For more information contact Thermo Fisher Scientific
on TEL: 011 570 1840, www.thermofisher.com or
email analyze.sa@thermo.co.za
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Endress+Hauser
adds wireless to your plant

E

communication. The mesh
network is self-organising
and self-healing with
redundant paths, so
operation is reliable even
when obstacles or
interference interrupt a
communication path.
The new wireless adapter
and Fieldgate add to
Endress+Hauser's portfolio of wireless solutions,
many of which can be tailored to meet customers'
needs.
For further details contact Rodney Englund
of Endress+Hauser on TEL: 011 262 8000 or
email info@za.endress.com

ndress+Hauser expands its
portfolio of wireless solutions
with the introduction of a
wireless adapter and Fieldgate,
based on the WirelessHART
standard. The
battery-powered
adapter adds
wireless
capabilities
to any
HART
instrument,
or any
instrument
equipped
with a
4 - 20 mA
output.
Through
the use of
the wireless
adapter, it is
possible for
wireless devices to
be added at other points in the plant,
not normally connected to the control
room, due to accessibility or wiring
costs.
The WirelessHART Fieldgate
collects measured values at regular
intervals and transmits the instrument
information, along with the device and
battery status to the plant network.
This results in proactive monitoring
and maintenance of critical assets
and increased visibility to plant
operations.
Wireless devices are ideal for
process monitoring of important, but
previously unmonitored process
variables. Additional measuring points
can be crucial to the success of energy
management programs, for example.
Wireless sensors can be used to
measure vessel contents in remote
locations, facilitating supply chain
management. Wireless instruments
can also support asset management
solutions, allowing information to be
exchanged to and from the
measurement sensor to aid
management and maintenance of the
plant assets.
The WirelessHART mesh network
protocol has built-in safeguards that
ensure reliable and secure
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