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EDITOR’S COMMENT
The scourge of theft in the foundry industry

T

hroughout the industrialised
world, stealing valuable
metal has become a serious
concern for the police, businesses,
public utilities, and the community
at large. Efforts to combat metal
theft have occurred for several
decades. However, reports of
dramatic increases in metal theft
are occurring throughout the
world. While we cannot be sure
about the exact amount of metal
stolen, the practice will continue
as long as there is a high value
for metals such as copper, aluminium, brass, zinc, nickel,
platinum, and bronze and there is a willing buyer society,
with no business ethics, just wanting to enrich themselves,
no matter the means used to achieve this.
No single factor accounts for the rise in scrap metal
theft. Instead, a combination of high demand for metal on
the international market, increased opportunities for
offenders to target places and metal types not previously
susceptible to theft, and weak regulation of the metals
resale market have coincided to increase the metal theft
problem.
Despite these dramatic headlines, a small percentage
of scrap metal theft cases involve large amounts of metal.
Most involve small amounts taken in each incident, often
with repeat victims. However, the belief in industry is that
the petty criminals, although on the increase, are not the
serious problem.
We don't have to embellish on the harms and economic
consequences caused by metal theft. They are immense
and incalculable and we all know it!!
The foundry industry, in particular, is at risk. Whether it
is the theft of castings, scrap metal and the high cost Ferro
and noble alloys used to manufacture castings. Companies
importing these Ferro and noble alloys are also susceptible.
In a recent case in South Africa an importer and
supplier to the foundry industry, Ceramic & Alloy Specialists,
had 10 tons of Ferro Molybdenum and two tons of tin stolen
from their premises in less than four hours during the night,
despite elaborate security measures being in place. This is
a huge amount - tonnage and value - to be removed from a
factory in such a short period of time. One does not need to
speculate about the organisational skills and planning
involved in such an operation.
Fingers must not just be pointed at the SAP for not
combating or indeed having the will to stop this crime
because there is always a willing buyer, whether
inadvertently or knowingly. In the case of Ferro Molybdenum
there are very few suppliers in South Africa and an analysis
certificate has to be issued when sold. The primary rule
when investing your hard earned cash is, if it is too good to
be true then don't touch it. The same criteria applies here.
Foundries and the recycling industry need to think morally
because we all know that this type of crime is escalating
out of control. We need to
work together to impose an
effective solution to the problem.

letters

South African recycling industry spokesperson questions
industry calls for future benchmark pricing for scrap metal
Eds Comment:
Dear Bruce
On page 31 of your December 2011 publication of
Castings SA, you have published an article regarding the
recycling industry. As part of the "recycling industry", I find
this article inappropriate and misleading.
Firstly, I could not follow your comment on recycling as
a booming industry and I - being deeply involved in this
industry - can confirm that it is not booming and like all
other industrial sectors, we are just surviving. While we
save energy, both Eskom and the city municipalities are
destroying our industries with the current energy costs and
increases. I'm not sure where you got your information
from, but it is totally incorrect.
You quite rightly report that both the LME and
NYMEX-COMEX are the two major global trading markets
for base metals. For the 40 years that I have been in
business, all scrap or alloy prices which have base metal
components such as copper, brass, gunmetal, aluminium,
etc., have been based on these market prices. It is
important to note that LME and NYMEX-COMEX prices are
for good delivery grades which have been approved
whereas scrap comes in hundreds of different qualities
and grades shipped by thousands of scrap collectors and
producers. For this reason, there can be no formula price
other than a willing seller-willing buyer.
When it comes to something like stainless steel,
which has a component of nickel, molybdenum, chrome
and iron, only the nickel component is traded on the
LME and NYMEX-COMEX whereas the others are all traded
on an open market. The price basis is then ascertained by
the vast international market which communicates with
each other on a daily basis.
There is no terminal market for ferrous and as in all
grades of scrap, there are many qualities and from the
beginning of time, this has been based on a willing
buyer-willing seller with a few market leaders such as Turkey
and China setting the market price. Unlike foundry castings,
which are based on the import achievable price which
results in a domestic premium on the price, South African
scrap is based on the export achievable price which results
in a discount on the international market price.
All LME and NYMEX-COMEX contracts are based on
prompt payment against documents. In South Africa, most
foundries pay 30 days; some even 60 and 90 days and
most scrap dealers have tales of foundries not paying at
all. (Names withheld for legal reasons).
As you can see from the above, there is very little hope
of benchmark pricing with a one-size-fits-all.
I'm not sure if you would like to publish this letter in its
entirety or publish an article correcting your ill-researched
and unfounded comments.
Yours faithfully
David Loewenthal
Honorary Executive Committee member MRA
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I thank you for your letter and take note of your comments,
The article you referred to has been sourced from a reputable
international website and has appeared as a general interest
story in the international section of castings sa with no sinister
intentions. It is my duty to keep the readers informed, as best
possible, of what is happening locally and internationally.
Considering that the article has been published for
worldwide consumption one must assume that there is
concern internationally about the volatility and the price of
scrap metal and maybe there is a move to stabilise prices
worldwide.
David, it is presumptuous of you to assume that foundry
castings are based on the import achievable price. Whilst this
may be so in certain situations, it is not the rule, to my
knowledge, as the price is only one of several considerations
in the supply/purchase contracts for castings.
Your letter also confuses international market prices,
global standard prices, export and import achievable prices
and willing buyer and willing seller price agreements. It would
be appropriate to meet with you and obtain clarity on all of
these issues as they affect the foundry industry and the
downstream industries.
The concerns of the foundry industry about metal scrap
are the quality, availability and price, which equates to value,
rather than price alone. The breakdown of input costs for a
casting show that the raw material (scrap metal), is by far the
highest percentage and this percentage can be affected
significantly by the above. Also the red, white and ferrous
metal users have different needs and challenges and
therefore need somewhat different solutions.
The export value, prices, and tonnages of all metals have
increased in 2011 compared with 2010. According to
Customs & Excise statistics 1.2 million tons of ferrous metals
(approximately one third of all ferrous metal recorded used in
and exported from South Africa) was exported in 2010 as
compared to 2011 when 1.3 million tons was exported. This
figure is only up until the end of November 2011. So something
must be working satisfactorily in the metal recycling industry.
If you want to compare pricing of grades then can you
explain why on the 25th January 2012 the Metal Bulletin
website quotes aluminium scrap and foundry ingots group
1 pure 99% min (baled) at a low of £1.18 and a high of
£1.21 per kilogram. Converted at an exchange rate of
R12.40 at the time this works out at R14.63 / R15.00. In
South Africa the cost per kilogram at the time was R16.50.
Exchange rates vary and there are a number of other variables
to consider but it seems to me that locally there is a premium
being paid which certainly will make the converters and foundries
uncompetitive and the blame can not be directed at Eskom
and the city municipalities as you put it, although these are extra
contributing costs that the whole of industry has to contend with.
The metal recycling industry claims to support 440 000
people deriving an income from it, supporting over a million.
Given that there are only 12,7 million employed persons in
South Africa (total population between 45 and 50 million), they
are doing a good job considering the number of jobs that have
been created in South Africa over the last 10 years.

cover story

A ladle made by Endeco

Local foundry equipment manufacturer enters 28th year in business.

I

" t has not always been easy but we are proud of our
achievements over the years," said Luis Dias, CEO of
Endeco cc.
"Throughout its history Endeco has grown and evolved
as a business. From its roots as a small design company, it
has become one of the leading foundry equipment
manufacturers in South Africa. The constant development of
our equipment and capabilities has been the foundation of
our growth and success," explains Luis.
"The company is still guided by the belief that technical
advancement and innovation, superior engineering,
manufacturing quality, productivity, reliability and customer
service are the most important principles essential to
achieving our goals for sustained growth and success.
This strategy has enabled Endeco to remain in the forefront
of the industry and essentially assist foundries in import
replacement," continued Luis.
"Endeco 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
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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."
"Endeco remains particularly distinguished, and is still best
known throughout South Africa, for our achievements in all
phases of foundry moulding sand preparation, including mixing,
cooling, reclamation, aeration, on-line control and automation
and a wide variety of process automation equipment. Our
customers include virtually all of the foundries in South Africa."
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, size, quality or quantity of casting. The
equipment includes reclamation plant, continuous and batch 

for the delivery of the
mixers, rotary drums,
sand which is mixed with
cooler classifiers,
Foseco's Ecolotec binder
conveying systems,
and gassed with CO2."
compaction tables,
"The sand is stored in
vibrating feeders and
shake-outs,
a 30 ton silo before
rollover units, rotary
being pumped to a
screens, aerators,
smaller silo feeding a
weighing devices and
three ton mixer. The sand
is then released to a
additive screw feeders.
Other equipment that
charging trolley which
Endeco has designed
runs along the overhead
and manufactured
gantry and fills three
includes chromite sand
80 litre hoppers, which
are positioned above the
separators, ladles,
Endeco have manufactured three 20 litre core shooters
bucket elevators, dust
three relevant core
for a foundry in Bloemfontein. The plant is fully automatic and controlled
extractors, moulding
shooters. The charging
with PLC controls. The core shooters are set up in a row with an overhead
boxes, pneumatic
trolley and the hoppers
gantry type situation used for the delivery of the sand which is mixed with
conveying systems,
have sensors built into
Foseco's Ecolotec binder and gassed with CO2
degassing units, rotary
them which control the
sand dryers and mould
minimum and maximum
drying and coating units.
levels, and the core shooters operate on an automatic cycle.
"Despite the economic doom and gloom that everybody
The only manual operation in the line is the loading and
constantly talks about and the reports in surveys that loosely
unloading of the core boxes."
profess that the local foundries do not invest in capital
Other orders
equipment, 2011 was a very successful year for us, and with
"This year we completed a fully automated sand
the order book that we have for 2012 we are looking at a
reclamation plant and at the same foundry we are about to
record year for the company," enthused Luis.
begin upgrading their green sand plant. This will entail
Logistics
installing two additional CT 5 BMM moulding machines,
"It has also been a period where we have had to show our
manufacturing and installing two rollovers and the ancillary
versatility, flexibility and organisational skills."
equipment such as the tracks."
"We have had to travel to where we have either completed
"In April we begin the installation of a 6 ton an hour sand
projects or are busy completing or planning for, all over the
reclamation and mixing plant at Knight Sales, which includes
country. This includes Koedoespoort, which is north of Pretoria,
the shakeout, reclamation mill, cooler classifier, pneumatic
to Bloemfontein in the Free State, Kimberley in the Northern
conveying, dust extraction, sand storage and 10 ton an hour
Cape and Durban and Hattingspruit in KwaZulu Natal."
continuous mixer"
"Not only have we had to transport the equipment and the
"We have completed the installation of a similar
structural elements long distances, but we have also had to
reclamation plant at Northern Natal Bronze, and in phase two
accommodate our installation staff. Despite these logistical
we will install a 10 ton an hour articulated mixer and
tests we have had to overcome we have still managed to finish
pneumatic conveying system."
the projects on time."
"We have also been contracted to manufacture a pumping
and holding tank facility as well as refurbishing the filling line
Core shooters
which must all be integrated into the existing coating plant at
"One of the orders that we are currently completing has
one of the foundry consumable suppliers."
involved a first for us. We have manufactured three 20 litre
"All in all this is a very busy period for us but it stems from
core shooters for a foundry in Bloemfontein. The plant is fully
the philosophy of the company which is to become partners
automatic and controlled with PLC controls. The core shooters
with our clients."
are set up in a row with an overhead gantry type situation used
For further details contact Endeco on TEL: 011 907 1785

Equipment manufactured by EndecoEquipment manufactured by Endeco
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Mineral-Loy expands its
market reach through acquisition
of local chemical company

I

n an exciting development last year, Mineral-Loy
decided to expand its market
reach by investing in the
chemicals industry and
completed the acquisition
of an established 30 year
old entity CIM Chemicals
(Pty) Ltd trading as CIM.
Mineral-Loy has
shareholding control
of the business
while senior
management
and
Directors of
CIM have
acquired a
strong
minority
shareholding.
CIM
already serves
the toiletry, cosmetics,
pharmaceutical, detergent, foods, paint, paper,
water treatment, glass manufacture, foundry,
adhesive, lubricant, cutting oil, household laundry
products, bitumen emulsion, health food, emulsion floor
polishes, users of ethoxylated fatty alcohols, fatty amines and
fatty acids and mineral flotation industries. A broad summary
of the products offered by CIM include:
• Locally produced anionic surfactants
• Imported speciality surfactants
• Emulsion additives for surface coatings
• Thickeners for detergents, paints and cosmetics
• Mined and milled Talc grades
• Glutaraldehyde for use as a biocide and preservative
• Soda ash dense and sodium sulphate anhydrous
• Fatty acids, rosins, vegetable oils and derivatives
• Carboxylic acid and a range of carboxylates
• Tertiary amines and concrete admixtures
• Fatty amines and derivatives
• Anti caking and granulating aids for fertilisers
• Sodium dichloroisocyanurate (anhydrous and dihydrate)
• Trichloroisocyanuric acid
• Water-based polymers
• Aloe vera gel, powders, oils, derivatives and
combinations
• Shea butter, shea aloe
CIM are fully represented in Gauteng, KZN and
Western Cape and a new branch has recently been opened in
the Eastern Cape.
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The CIM business has strong
complementary potential with
existing Mineral-Loy customers
and strategic synergies
have already been
developed since the
CIM acquisition was
completed in early
July 2011. Key management
has also been retained in
the business and
expansion of product
markets within both
Mineral-Loy and CIM is
being pursued.
Mineral-Loy was
established
over 37 years
ago to meet
the needs of
the users of
metals,
minerals and
alloys in the
South African market. When it was established the
focus was on the welding electrode industry, but the
company soon widened its scope of activities to the iron
foundries and the ceramic and refractory industries. More
recently, the company has expanded its product range to cover
some of the raw material requirements of the aluminium
foundry and steel making industries.
Products made and sold in South Africa today include all
grades of ferro-chrome manufactured by Samancor Chrome
including Chromite Sand, medium and high carbon
ferro-manganese and silico manganese from Samancor
Manganese, ferro silicon, nickel briquettes and powder from
Impala Platinum and Sorelmetal high purity pig iron, and rutile
and zircon sand produced by Richards Bay Minerals.
Imported products include inoculants and treatment
alloys from FerroPem Europe, a range of copper, nickel
and aluminium master alloys from KBM Affilips Europe
and ceramic filters and slag coagulant are imported from the
Far East.
Mineral-Loy has successfully retained its Level 6 BBBEE
accreditation and strategies are in place to increase that
quotient as per the officially recognized DTI scorecard.
It also received its ISO 9001:2008 certification over a decade
ago and continues to renew this important accreditation
every year.
For further details please contact Rob Duff at
Mineral-Loy on TEL: 011 802 4050 or John Thompson
at CIM on TEL: 031 700 8617

AfriMold exhibition and conference
to move to Gallagher Estate
Exhibition set to take place from 10 to 12 October 2012.

F

ollowing a highly successful second event the organisers
of AfriMold, the premier exhibition for the African tooling,
die and mould making industries, have announced that
the third AfriMold 2012 Exhibition and Conference will move
venue. The show will be held at the Gallagher Estate in
Midrand, Gauteng from 10 to 12 October 2012. This decision
comes after lengthy discussions and collaboration between the
organisers, exhibitors and the key industry associations.
"Our aim is to bring value both directly to the industry and
indirectly to the overall South African economy," says AfriMold
managing director Ron MacLarty.
"The key factors that influenced the decision to move the
event to Midrand were:
• Easy accessibility, situated between Johannesburg
and Pretoria
• Gautrain and shuttle bus facilities direct to the venue
• Conference facilities and no exhibition floor loading limit
• Free parking in grounds for exhibitors and secure
visitor parking
• Beautiful gardens and restaurants to entertain
business associates

Further demonstrating their commitment to investing in
the event, the organisers are pleased to welcome
Louise Taylor as dedicated Exhibition Sales Manager for
AfriMold. Louise brings a wealth of industry experience
to the existing team and is well known to many
exhibitors.
"We look forward to delivering a highly successful event
in 2012" concludes MacLarty.
About AfriMold
AfriMold is a leading trade exhibition for the tooling,
die, design, application development and mould making
industries. It is affiliated to EuroMold - one of the most
respected exhibitions of its type in Germany, which
was introduced to the market in 1994. In addition,
successful sister exhibitions include DieMould India,
RosMould Russia, AsiaMold China, AmeriMold USA and
EuroMold Brazil.
For more information contact Ron MacLarty at
AfriMold on TEL: 072 353 6699, email: ron@afrimold.co.za
or visit www.afrimold.co.za
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WCNDT 2012
world conference
and exhibition proving
to be very popular
Event on non-destructive testing to take place
at ICC Durban 16 to 20 April 2012.

T

he International Committee for Non-Destructive Testing
(ICNDT) awarded the conference to South Africa at the
16th WCNDT in Montreal, Canada. The ICNDT chose
Durban, South Africa as its next venue for the 18th WCNDT.
This is the first time in history that the World Conference on
Non-Destructive Testing (WCNDT) will be hosted in Africa.
The WCNDT is a global gathering of NDT specialists,
professionals, companies and consumers, presenting a
programme covering new technologies from around the world.
The world conference and exhibition is organised every four years
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and moves around the globe with ICNDT members and delegates
from Europe, Asia-Pacific, Pan America, and Africa attending.
With close to 800 registered delegates attending the event
in 2008, 530 came from 50 countries. This year's event is
proving to be equally popular with the local organisers saying
that all the space on the exhibition side has already been sold.
More than 120 companies involved in the NDT field, either
as equipment or service providers will be showcasing the
state-of-the-art NDT technology to the world.
25 plenary speakers and 25 overview speakers have
accepted the invitation to present the latest technology and
findings to the international NDT community. These lectures will
have as a purpose the outlining of the NDT industry in the
various technologies. 450 papers will be read in eight parallel
sessions, or will be presented in the form of posters, which will
give the opportunity for one-on-one discussions.
"What an occasion to have such a conference and
exhibition in our country and it is a privilege to be able to
communicate with the major players in the field of NDT on our
doorsteps. This opportunity rarely presents itself for local
academics and industry personnel to attend such a
conference," said Dr Manfred Johannes who is President of the
18th WCNDT as well as the President of the South African
Institute for Non-Destructive Testing (SAINT) and the Chair of
the 18th WCNDT 2012 organising committee.
"Just a few highlights include open sessions in the
conference on IAEA projects in the NDT field, a workshop for
regulators designed to inform regulators of the value of
NDT and how to ensure its reliable delivery, as well as a
workshop on qualification and certification of NDT personnel,
including the proposed ICNDT Multilateral Recognition
Agreement," continued Dr Manfred Johannes.
"The programme has been submitted to SAIMechE for the
awarding of CPD points for attendees who need to gain the
points for 2012. Please make this the event to gain at least
3 of the CPD points for 2012."
"There are a number of Gold sponsors including
GammaTec, Olympus, ROSEN Group, Ether NDE and Sherwin
Aerochemicals, and the gala evening's highlight will be the
awards to leading personnel in the NDT industry."
"WCNDT 2012 will give delegates the opportunity to learn
as well as network and make business contacts from all over
the world."
For further details visit www.wcndt2012.org.za or
contact the Operations Manager, Deidre Hancke-Haysom
on email: deidre@confco.co.za, TEL: 031 303 9852

Foundries urged to complete
NFTN Electricity Work Group questionnaire
An urgent call from the committee chair, David Mertens.

I

" am urging all foundries in South Africa to please be so kind to
urgently complete the NFTN Electricity Work Group
Questionnaire. We are aware of the fact that a previous
questionnaire was sent out to you, but despite the fact that
some of you have provided data, we lack sufficient response,"
said Mertens.
"The goal which we want to achieve by collating the data in
the questionnaire is plain and simple. It is to create enough
evidence to motivate a more favourable electricity and energy
price for all the foundries in our country. As such, it is very
important that this questionnaire is urgently completed."
"As you are well aware, foundries are particularly affected
by the electricity pricing hikes in this country. The charges for
the industrial users have been well above the average
increases and foundries, as intensive users, are affected in a
way where it threatens the survival of the industry."
"By uniting the foundries as a group, we have a far better
chance to achieve results in our quest for better energy prices.
Particularly our influence as major employers and contributors
to the South African economy can be maximised."
Our short term goal is to engage the energy regulator
(Nersa) as a group latest by the end of February, 2012.

Please be diligent in completing this form. The numbers
supplied must be accurate and verifiable. The employment
numbers may include contract workers directly paid by your
company."
"Regarding quality of electricity supply, please provide
correct data. When the data are not based on facts and
defendable statistics, please write don't know."
"Another important aspect is our contribution to energy
savings. Please mention the programs you have been or are
currently contributing to."
"Note that the data for Autocast South Africa (formerly
Halberg Guss South Africa) has been given as a reference."
"Gas as a source of energy may be equally important to
you. Please note in the comments if this is the case. As such,
we can equally embark on a quest towards competitive prices
for gas. Any suggestions towards this, please feel welcome to
approach the Work Group."
"Given the importance of this topic to all of us, I am sure
we can count on all of you for your urgent input."
For further details or if you need a questionnaire please
contact David Mertens of the NFTN Electricity Work Group on
082 906 81 89 or email david.mertens@autocast.co.za
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Halberg Guss South Africa
renamed Autocast South Africa

I

n a statement made on the company's website in
December 2011 it was announced that the shareholding
of the company has been formally secured by Standard
Bank, which now owns 100% of the South African company.
As part of the new era for the company, it has been decided
to implement a name change to signal this. The company will
continue trading as the same legal entity, but will be
renamed Autocast South Africa.
German-based foundry company, Halberg Guss GmbH
acquired all shares of Murray & Roberts Foundries in June
2007 and renamed the company Halberg Guss South Africa.
However Halberg Guss GmbH hit hard times and was
rescued from liquidation in May 2011 by the Netherlands
investment company HTP Group and renamed the Neue
Halberg-Guss GmbH. Although the South African operation
continued to trade the HTP Group has decided not to include
it in its portfolio.
"We are very excited about the developments and the
future of the South African operation being secured" said
Bernard Brussow, a Group Executive.
"Plans to implement this, to also appoint a new board of
directors and to establish our technical alliances are under
way. We are very encouraged by the faith that the new
shareholder and our customers have placed in the company.
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This now gives the company the platform from which to
rebuild its order book and its presence in the automotive
industry in South Africa and abroad," Brussow continued.
"We would like to also use this opportunity to thank our
customers who have loyally stood by us during the difficulties
experienced as a result of the financial woes of the former
parent company. Your continued support has been immensely
valuable not only to the company but also to the local
automotive industry supply base, industry peers and very
importantly, the employees who form the very critical skills
base so that we can serve our customers," continued
Brussow.
The Group is mainly involved in the production of
automotive cast iron and aluminium power train
components, including engine blocks, bearing caps,
crankshafts, heads, manifolds, catalytic converter flanges
and associated exhaust components.
The Port Elizabeth plant's material competences include
SG‚ SiMo and Grey iron with a total annual melting capacity
of 75 000 tons.
The plant in Brits‚ built in 1977, produces castings in
grey iron with an annual capacity in grey iron of 54 000 tons.
The Greenfield aluminium operation was first established
in 1991 to produce castings for Volkswagen and Audi and
subsequently another greenfield operation was established
during 2002, in order to be a key-supplier to Ford for the
cylinder heads project.
The Foundries Engineering Centre (FEC) unit, one of the
four divisions within the South African Group, was set up
initially as a small tool room to manufacture and repair
tooling for the Groups' internal requirements in 1991.
However it became clear in the early 2000's that a tool room
needs to offer a turnkey solution if it wanted to offer a
service to the foundry industry in general and, be effective.
Now the FEC can offer design, including part optimisation
and analysis, casting simulation, tooling design and
process design with runner systems. Coupled with the tool
manufacturing capabilities, the FEC offers a unique service
to foundries and the industry here in South Africa, as well as
internationally.
All facilities are environmentally and quality rated
ISO 14001, VDA 6 and TS 16949.
"In order to capitalise on market opportunities the
South African operation went through an extensive redefining
exercise to ensure global competitiveness and world-class
quality products last year," said Brussow.
"However the cost of energy in South Africa remains one
of the single biggest challenges for our industry locally. The
future of the foundry industry is linked to the cost of
available competitive energy prices and sources," said
David Mertens a Director of the company.
"In line with this restructuring Autocast South Africa
has adopted a strategy of focusing on customer needs,
core competencies and technological advancement.
In addition, focused manufacturing centres of excellence
have been created encompassing specific products and
competencies," continued Mertens.
For further details contact Autocast South Africa on
TEL: 041 402 8800

Coega gets
second manganese plant

T

he Coega Development Corporation has announced that a
second manganese smelter is to be built at the Coega
Industrial Development Zone near Port Elizabeth, to
supply China, the world's biggest steel market.
South Africa has the world's largest and highest-grade
reserves of manganese, accounting for about 80% of total
global reserves. It is an alloy used in the production of steel to
introduce hardness, ductility and tensile strength.
The African National Congress said it was mulling a
proposal to tax unbeneficiated mineral exports.
In May last year Kalagadi Manganese announced it was
investing R4,2 billion in building a high-carbon ferromanganese
smelter at Coega. The 320 000 ton-a-year smelter will be one
of the largest of its kind in the world, but its output will be
matched by the new facility.
The second smelter - to be built at a cost of R3,8 billion will be owned and run by an undisclosed privately owned
Chinese ferromanganese firm, which will export the
beneficiated product for use by itself and its customers.
The manganese will be mined and processed in SA, leaving
the country in a refined state.
The Coega Development Corporation made the
announcement through the Department of Trade and Industry
at the launch of the South African Expo in China 2011 at the
Beijing Exhibition Centre.
The smelter is part of a manganese mining joint venture
with a black-empowered South African company. Neither
company wants to be named at this stage.
"Remember, the advantage of the Chinese partner is
they already own the (smelter) technology," Christopher
Mashigo, acting executive manager of business development
for the Coega Development Corporation, said after returning
from China. "This Chinese company also has access to a
(manganese ore) mine in SA, similar to Kalagadi."
Both the Coega Development Corporation and the
Department of Trade and Industry had kept the scant details
of the smelter under wraps until recently.
"One of the most significant developments at the launch
(of the South African Expo) was the signing of heads of
agreement between the Coega Industrial Development Zone
and a Chinese corporation for a $450 million manganese
smelter," Lionel October, director-general of the department,
said. The project would create about 2,000 jobs.
Mr Mashigo said Eskom's allocation of power to the Nelson
Mandela Bay metro area meant the Coega Industrial Development
Zone could handle the energy needs of both smelters.
Coega would make available 125 ha of land for the two
smelters, which would process between 780,000-800,000 tons
of manganese a year.
This would mean about 320 000 tons a year of
beneficiated manganese product would be destined for
China's steel markets, by far the world's largest.
The product will be exported from Transnet's deep-water
port of Ngqura at Coega.
Daphne Mashile-Nkosi, chairwoman of Kalagadi
Manganese, said she was not sure who was building the
second smelter at Coega.
The South African Expo follows Deputy President
Kgalema Motlanthe's visit in September, when he presented
South Africa's top 10 products and investment projects to
China's commerce ministry.
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Successful completion of first year
learnership at Western Cape foundry
training centre at Atlantis Foundries

T

he Western Cape Green Foundry Training Centre,
located at Atlantis Foundries on the West Coast near
Cape Town, which was officially launched five months
ago, celebrated the end to last year with the successful
completion of the three day Merseta moderation process
for the training of first year students in foundry operations.
According to Tony O'Brien, senior engineer/trainer at
Atlantis Foundries, the six Cape Town-based learners, who
were selected to take part in the three year learnership
programme, have been using the training centre from April
until December 2011. A total of 21 learners started the
programme, with the remainder based in Gauteng. The
moderation was conducted by a representative from
Merseta, who found that the documentation, Portfolio of
Evidence (POE) and all the records were in order. This
thorough process resulted in all six of the students being
successful in their first year, by completing NQF level 2 and
being deemed to be "competent." They can now proceed to
the second year of the learnership this year.
O'Brien says, "This first group of students have been

South African Institute of Foundrymen (SAIF) and the
Provincial Economic & Development Departments of the
Western Cape and Gauteng. It should be noted that a major
role was played in initiating and setting up the project by
the Metals Casting Technology Station (MCTS) and the
University of Johannesburg (UJ) in Gauteng.
O'Brien adds, "Central to the learnership programme
has been the important sponsorship by Merseta for the
first three years. We have utilised the facilities at Atlantis
Foundries and the Western Cape Foundry Training Centre to
give theoretical and practical training. Assessments of the
various Unit Standards have been completed and verified
externally."
John Davies, CE of South African Institute of
Foundrymen (SAIF), concludes, "This is a true partnership
of various government departments and institutions,
including the DTI, NFTN, WCIF, GIZ, MCTS, UJ and our own
SAIF, that has resulted in the realisation of this project.
Tony O'Brien from Atlantis Foundries has worked tirelessly
to set up the new training centre. He has assisted in

“Central to the learnership programme has been the important
sponsorship by Merseta for the first three years. We have utilised the facilities
at Atlantis Foundries and the Western Cape Foundry Training Centre
to give theoretical and practical training. Assessments of the various
Unit Standards have been completed and verified externally.”
undergoing both theoretical and practical classes in
foundry operations, with assessments having been done
throughout the year. They were able to choose from three
speciality areas, namely: patternmaking, moulding and
melting. After the successful completion of the three year
course the students will qualify as artisans with an NQF
level 4 certificate."
O'Brien explains that the National Foundry Qualification
is a learnership programme which was developed over a
two year period, so that all the necessary aspects could be
considered. In the process the qualification has had to be
approved by various government departments including the
Department of Labour, Department of Education and
Merseta. A team comprised of a consultant, Abeeda
Holdstock, and members of the foundry industry have been
actively involved. Three trades have been registered with
the Merseta, namely moulder, melter and patternmaker.
The Western Cape Green Foundry Training Centre is one
of three pilot sites which were identified, the others being
Mittal Steel and Scaw Metals, both in Johannesburg. The
formation and launch of the Western Cape Training Centre
is a collaboration between the Department of Trade &
Industry (DTI), Western Cape Institute of Foundrymen
(WCIF), National Foundry Technology Network (NFTN),
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compiling the training manuals and mentoring the current
group of new trainees, who have now successfully completed
their first year of the programme. We are extremely pleased
that this inaugural group of course participants ended their
first year of studies on such a positive note.
"The date and time of the presentation ceremony of the
first year's certificates will be announced early this year
now that the moderation by Merseta has been completed.
The ceremony will most likely be held at the University of
Johannesburg, in order to bring together the course
participants from all the training centres around the country.
"Finally, I would like to say that the foundry industry has
been through many challenges over the past three
decades, with a roller coaster economic ride, stiff
international export competition from China, India and
other countries, the surging electricity and transport costs
and other factors. To remain globally competitive, it is
satisfying therefore to see the vanguard of a new move to
train and upskill artisans and provide a secure foundation
for the future of the industry. In fact the Government has
set a national target for the training of 40 000 artisans by
2014. Sound skills development, training and mentoring is
the backbone of the foundry industry and will reduce the
severe shortage of qualified artisans."

Insimbi Alloy
moves from
AltX to JSE
Mainboard
Insimbi Alloy has transferred its listing
from the AltX to the JSE mainboard.
It has a market capitalisation
of approximately R170 million.

I

nsimbi Refractory and Alloy Supplies, a supplier of ferrous
and non ferrous alloys as well as refractory products, has
migrated from its AltX listing to the main board of the JSE.
The migration took place towards the end of January 2012.
The company, which listed on the AltX in 2008, said the
move to the main board would expand its options for raising
capital.
The listing would open up "exciting opportunities", said
CEO Pieter Schutte, adding that 2012 would be the year in
which Insimbi takes a "giant step forward".
He said that, following fours years of challenges, the
company has lined up a number of projects that could change
the face of the company.
About 80% of its market was in South Africa, with some
focus on bordering countries. However, Insimbi was ready to
expand its reach into North and West African countries, and
hoped to do so within the next financial year, said Schutte.
Speaking to MoneyWeb in a radio interview Schutte said
that Insimbi has got some very interesting projects going
forward. "We have established a new company called Insimbi
Nano Milling and that's basically the micronisation of some raw
materials, where we mill to 0.2 micron, which is exceptionally
fine and that gives different characteristics to these raw
materials. One of the target industries is the paint and coating
industry to mill some product that will be used as an
alternative to titanium dioxide, which has become exceptionally
expensive and there is a shortage in the market. Other than
that we haven't even looked at the cosmetics, sunscreen and
the paper industry, so that part of our project is very exciting
for us."
"Secondly, regarding our secondary aluminium smelter in
Cape Town that we bought about two years ago, its production
capacity for this year is about fully committed. So, we've
decided to start up our secondary smelter in Johannesburg
again, which was mothballed in 2010, based on the model of
the Metlite plant."
Schutte indicated the company was also examining options
of moving into other emerging markets, particularly India and
China.
Insimbi expected its earnings and headline earnings a
share to increase by 20% during the 12-month period to the
end of February 2012. The company attributed this to an
improved local and regional economy, as well as an increased
demand for its products
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Temperature measurement
is Endress+Hauser
Pyrotemp's passion
It was just over a year ago that process automation
company Endress+Hauser invested over R20 million
in a new production facility for its Pyrotemp division
in Apex, Benoni, east of Johannesburg.

O

ne of the largest privately owned instrumentation
suppliers in the world, Endress+Hauser, already
established worldwide in the flow and level markets,
made a major decision to enter the temperature market in
2001 initially via their production centre in Milan, Italy but
shortly afterwards moved to the company's bigger
production centre in Nesselwang, Bavaria, Germany.
One significant element of Endress+Hauser's
manufacturing concept has been the creation of local
manufacturing and/or assembly centres known as
Associated Production Centres (APC) in strategic countries
of the world to maximise the economic and logistic
advantages of that region. For example they have flow and
level APCs in the USA, India and China.
These centres utilise as much as possible of the local
manufacturing possibilities (e.g. metal work, welding,
machining, calibration etc) with key components and
sub-assemblies being manufactured and shipped from the
relevant main production centre, thus optimising the
supply chain and providing the most economical and
flexible service to the customer.
This concept suits the temperature market

requirements perfectly as
price and delivery is a
leading prerequisite. Even
so 'standard' sensors often
require a level of
customisation to suit a
customer's requir ment due
to the diverse range of application requirements of
temperature measurement. With a competent local design
and manufacturing capability Endress+Hauser APCs are
able to offer fast delivery time in emergency cases
and 24 hours for dedicated spare parts.
Pyrotemp Services
Endress+Hauser was looking for a suitable location for
its next APC after the huge success of its APCs in the
USA and China. Coupled with its ambition to grow its
African business the Endress+Hauser Group acquired a
70% share of Pyrotemp Services, a Johannesburg-based
temperature sensor manufacturer and supplier, in
September 2007. The remaining 30% of shares were
transferred to Endress+Hauser in September 2008.

Inside the new Endress+Hauser Pyrotemp facility
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Pyrotemp Services was founded as a one man business
in 1969 under the ownership of Edgar Haywood. It wasn't
until 1981 that friends Melvyn Bellis, Denis Graham and
Willie van Zyl purchased the business from Haywood.
To trace the history of Pyrotemp Services from its roots
of a fledgling one man business through its transition
to Endress+Hauser Pyrotemp, a member of an
international market leader, Endress+Hauser Group,
with a 1,3 billion Euro turnover, is not so straightforward.
It involves a 42 year trek linking two changes in ownership,
two local South African companies and one international
giant - all with a shared desire, namely the manufacture
and sales of temperature sensors for a wide range of
industries with a common goal to be the best.
Humble start
Literally working from Melvyn's garage whilst still holding
down their 'day jobs', Melvyn, Denis and Willie studied
competitive devices, made improvements where they could
and practised until they had mastered their art. Now at a
point where they were confident that they could
manufacture thermocouples that matched and surpassed their
competitor offerings, they literally hit the market running.
Without doubt a vital ingredient to their very early
successes was their obsession with customer service and
people care, a fact borne out by the very wide customer
base that they quickly established ranging from very small
businesses through to the well-known 'giants' such as
Columbus, Sasol and Consol - all sharing a high level of
trust in their ability to meet and satisfy their needs.

A selection of temperature measurement instruments
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Growth came quickly and it was not long before
Pyrotemp Services moved from Melvyn's garage to a
small factory in Boksburg with the need to employ sales
and factory staff. Sales expertise came in the shape
of the very experienced Kevin Brooks
recruited from a competitor and factory
staff literally came straight from the
unemployment lines without the
necessary skills, but Melvyn and
Dennis were able to train them
exactly to match their requirements a testimony to their selection and
training is that the vast majority of
those manufacturing staff are still with
the company today.
A new beginning
Once Endress+Hauser had acquired the
majority of the shares in Pyrotemp, it made it clear to the
local production unit that changes had to be made to bring
it in line with the rest of the company's APCs worldwide.
Small, inefficient but flexible manufacturing had to be
replaced with efficient modern methods taking advantage
whenever possible of what modern technology could offer
but retaining a flexible and responsive base.
Each Endress+Hauser APC follows an identical,
well-established and proven operational model, but
significantly including adjustments for local conditions
whenever appropriate. Lessons learned and/or
improvements made in one factory are automatically rolled
out in all of the others.
In the beginning, Dennis and Melvyn remained with the
organisation as caretaker managers as the new company
was planned out and a new management structure was
introduced. Dennis retired in 2010 and Melvyn still advises
the company as an external consultant.
R20 million investment in a new production facility
in Apex, Benoni
A major difference for South Africa was that whereas
both the Chinese and USA plants were Greenfield sites
(albeit taking advantage of the existing Endress+Hauser

Inside the laboratory
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infrastructure of the flow & level APC
installations), Pyrotemp Services was
already a successful business with an
existing customer base and a business
model very different from that of
Endress+Hauser.
However the Boksburg facility did not
come up to expectations and the search
for a new facility began earnestly
culminating with an investment of over
R20 million in a new production facility in
Apex, Benoni, which was opened in March 2011.
South Africa's APC for the manufacture and
supply of temperature sensors features the latest
in production technology and will advance the
development of specialised temperature solutions
for customer-specific applications.
The 2500 m² resource is designed not only to
increase production capacity but to also improve and
set new standards in the temperature sensor and
measurement industry, the restructure of the
manufacturing processes and investment in new
machinery.
ISO 9001 was already achieved in April last year and
currently the facility is implementing SAP.
It also has its own test laboratory offering PMI,
dye penetration and hydro tests, as well as surface
measurement.
The new calibration laboratory, which began operating
in January 2012 is SANAS accredited to test a temperature
range of between -20°C and 1550°C.
A TruMark 5000 laser marker has also been installed
so that every single component is laser marked thus
offering complete traceability.
Fitting in with company policy, simultaneously sales
responsibilities were transferred from the APC to
Endress+Hauser South Africa's head office in Sandton, as
an APC normally does not deal directly with customers.
The seamless transfer of larger clients has been
completed, however for the hundreds of smaller businesses
used to placing small orders, often with very
'flexible' terms and conditions and who are not essentially
interested in the larger
Endress+Hauser product
basket it has been
decided to keep a direct
sales facility in Apex to
serve this important
market segment.
All factory personnel
from the "old" Pyrotemp
were transferred to
Apex and the staff count
now numbers 23.
It is anticipated that
by 2013 the local
APC will be able to
manufacture 75 %
of the products offered
by the company.
o do this
Endress+Hauser
Pyrotemp are looking
at purchasing new
equipment such as
machining centres that
can perform deep hole
drilling operations.

Current operations include straightening,
welding and hard facing as well as the
quality and calibration testing.
New general manager for Apex
To facilitate all the recent developments
in the 'new' Pyrotemp Chris Gimson was
appointed as its general manager in
April 2011. Chris has been with
Endress+Hauser for 28 years, 24 of them
as technical director of the production
facility in Manchester, two years as a
senior project manager at the production
centre for flow in Switzerland, and the last
two years as energy management
consultant at the sales centre in
South Africa.
Products
Endress+Hauser provides sensors,
instruments, systems and services for level,
flow, pressure and temperature
measurement as well as liquid analysis and data
acquisition. The company supports customers with
solutions and services in automation engineering,
logistics and information technology. High product
standards are set in quality and technology.

To facilitate all the recent developments in the 'new' Pyrotemp
Chris Gimson was appointed as its general manager in April 2011.
Chris has been with Endress+Hauser for 28 years

Industries
Customers are primarily from the chemical/petrochemical,

food and beverage, water/wastewater, pharmaceutical,
oil and gas, energy, primaries, metals, pulp and
paper and shipbuilding industries. Endress+Hauser
assists its customers in optimising their process
engineering procedures while taking into consideration
environmental protection, safety and economic
efficiency.
For further details contact Endress+Hauser on
TEL: 011 262 8000
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DST to fund
164 technology-linked interns

T

employment before the end of their internships, thereby
he Department of Science and Technology (DST) would
releasing funding that was used to bring other graduates into
fund the placement of 164 internships as part of its
the internship programme.
Science-, Engineering- and Technology-linked internship
"Therefore, the actual number of interns involved in the
programme, it said in a written response to a Parliamentary
programme was 173," Pandor said.
question.
Further, the DST had contracted the Council for Mineral
In response to a question posed by Democratic Alliance
Technologies (Mintek) to implement an
Shadow Minister for Science and
internship programme for the local
“This is an extension of
Technology Marian Shinn enquiring what
foundry industry.
progress had been made with developing
DST's Technology
"This is an extension of DST's
the programme, Science and Technology
Technology Localisation Programme that
Minister Naledi Pandor said the
Localisation Programme
aims to provide technology assistance
programme was being implemented
that aims to provide
packages to local foundries. The interns
through the Technology Innovation
would be placed at the foundries
Agency.
technology assistance
receiving technology assistance,"
"Participating interns are deployed
packages to local foundries.” she said.
among 15 geographically distributed
Of the current 62 interns placed in
technology stations to render technology
the industry, 21 are deployed in SMEs, while 33 of the
support to small and medium-sized enterprises (SMEs), or are
164 internships for the 2011/12 financial year would be
being directly hosted by some eight SMEs," Pandor said.
designated for the foundry industry.
For the 2010/11 financial year, the DST provided funding
Thus far, 18 SMEs had expressed interest to host interns.
for 121 interns. However, some interns found permanent
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Petmin to challenge SamQuarz ruling
Competition body blocks SamQuarz sale.

P

etmin had agreed to sell SamQuarz to Spain's
Grupo Ferroatlantica subsidiary Thaba Chueu,
a company that operates silicon mines in South Africa.
Petmin, a JSE-listed diversified mining company, will
appeal against a decision by the Competition Commission
to reject the R259 million sale of its SamQuarz silica
business to a subsidiary of a Spanish firm.
The commission cited the "strategic importance" of
products made from silica.
Petmin, which is looking for opportunities in
commodities related to stainless steel and infrastructure,
said in September it had agreed to sell SamQuarz to
Thaba Chueu, a subsidiary of Spain's Grupo Ferroatlantica.
Thaba Chueu operates silicon mines in SA and owns
Rand Carbide.
As SA's largest silica miner, SamQuarz generates
1,1 million tons of the annual 2,5 million tons of
silica produced in SA.
Thaba Chueu is a much smaller producer but does not
sell its product on the open market, instead supplying its
own plants. The commission's concern was that if it

bought SamQuarz, it could change the structure of the
silica market in SA.
Petmin is studying the commission's ruling, and will
address the concerns raised to try to get the deal approved,
including tightening up local market supply conditions.
"The commission's decision relates to the strategic
importance of SamQuarz as a supplier to the producers
of ferrosilicon and silicon metal in SA," Petmin said.
Thaba Chueu is controlled by Silicon Smelters,
which operates in the production of ferrosilicon and
silicon metals and procures its silica mainly from SamQuarz.
Hardin Ratshisusu, acting manager of the
commission's merger and acquisition division, said
there seemed to be no viable alternative to SamQuarz if
Silicon Smelters adopted a foreclosure strategy.
SamQuarz produced high-grade silica, he said. There
were concerns about quality requirements that had to
be met.
The Department of Trade and Industry raised
concerns that the sale could also have a ripple effect
on the steel, ferrochrome and foundry industries.
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SAIF news
General outlook for the casting industry
With the commencement of the dti initiative to
designate products for local procurement by state
agencies, the outlook for the jobbing foundry sector looks
very encouraging for the year 2012. The joint statement by
the Ministers of Economic Development, Finance and
Trade and Industry on the 7th December 2011, announced
that the following would be designated with a stipulated
local content percentage: power pylons, rolling stock,
buses, canned vegetables, clothing, textiles, footwear and
leather products and set top boxes. The SAIF is engaging
with the valve manufacturers to facilitate the designation
of these products.
Foundries supplying castings to the automotive industry
may have challenges in achieving growth given the
continued slow growth in the European and North American
economies.

are well supported by industry. Most recently courses are
being held at the Vaal University of Technology, Autocast in
Brits and courses will start in February at the University of
Johannesburg and in the Western Cape.
Gauteng Foundry Training Centre
The feasibility study has been completed and
favourably received by the Gauteng Department of
Economic Planning. Further announcements are expected
shortly.
Internships
The Department of Science and Technology recently
announced the support of 25 interns at Diploma,
B Tech and M Tech levels for training in the foundry sector.
Initially the interns will be placed with foundries
participating in the TAPS programme started in 2011.

Frank Goodwin, a specialist in zinc casting and metallurgy will be the guest of the
SAIF and other stakeholders to present a series of lectures and workshops
Skills development and training
Learnerships / apprenticeships
The learnership training pilot started in 2010 is
continuing at Atlantis Foundries, Scaw Metals and
ArcelorMittal. The learners at Atlantis Foundries completed
the NQF level 2 qualification in December last year and the
others will follow shortly. The learnerships are for
moulders, melters, and patternmakers, with a total of
18 undergoing training, on completion of which, they will
be placed into the industry at large.
The new quality council for trades and occupations
curricula for the occupations moulder, melter and
engineering patternmaker, are nearing finality, and these
will form the basis for all future training for these trades
and occupations. Our thanks to those industry experts that
have contributed so much to this project.
Skills development
The skills courses continue to be held in Gauteng, and
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Specialised technical training
Frank Goodwin, a specialist in zinc casting and
metallurgy will be the guest of the SAIF and other
stakeholders to present a series of lectures and workshops
from the 13th to the 16th of February 2012.
Stakeholder engagement
Following the 10 year Foundry Planning Workshop,
held late last year, seven working groups have been
formed, covering energy, competitiveness through
technology, environmental issues, metal scrap,
skills development and training, market development and
localisation and funding for capital projects. There are
industry participants in all of these groups and other
interested parties would be welcome. Outcomes from the
groups will be communicated soon.
For more information contact the SAIF on
TEL: 011 559 6455

Mittal, IPP initiate 30 MW heat-to-power
study for Vanderbijl
South African steel group ArcelorMittal South Africa (Mittal) has confirmed
the signing of a term-sheet agreement with Wasabi Energy for a
feasibility study into the production of electricity from waste heat arising
at some of the Vanderbijlpark steel mill's reheating furnaces.

W

asabi has proposed a build, own and operate project,
whereby the patented Kalina Cycle power plant
technology is deployed in stages at the facility, located
some 70 km south of Johannesburg, for a combined
power-generation capacity of 30 MW.
Completion of the feasibility study is scheduled for the
first quarter of 2012 with commissioning of the first 6 MW
phase expected in the third quarter of 2013, followed thereafter
by a larger 24 MW project.
Wasabi Energy's Leif Powis told Engineering News Online the
funding options and capital costs are still being evaluated.
The Aim- and ASX-listed company, which is an emerging
international independent power producer (IPP), is also
in the process of evaluating local partnerships and black
economic-empowerment participation. The lead engineer on the
project, however, will be South African contractor Group Five.
Should the development prove viable, Mittal will supply
waste heat at no cost to the Wasabi plant, which will then
sell the electricity produced to the steel company under a

Mittal Newcastle plant
resumes output
ArcelorMittal South Africa, a unit of the
world's biggest steelmaker, has resumed
full production at its Newcastle plant that
was hit by a furnace failure last year, the
company announced.

T

he furnace failure had impacted an already subdued
outlook for the company and ArcelorMittal had to source
steel from external sources to minimise the impact on its
customers.
Higher electricity, raw material costs and weaker sales
pushed the company into a third-quarter loss, but the
steelmaker had forecast some improvement for the last three
months of last year.
"The Newcastle plant resumed full production on
December 9, 2011. The company is working hard to eliminate
the sales backlog as soon as possible," the company said.
The steelmaker said the insurance claim was still
estimated at R1,1 billion.
"After a deductible amount of R160 million was taken
into account the company received an interim payment of
R490 million in December," it added.
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long-term power purchase agreement (PPA).
As the developer, Wasabi Energy would need to secure
the necessary regulatory permits, including a licence from the
National Energy Regulator of South Africa.
Currently, Mittal is planning to consume all the power
generated, but, depending on how South Africa's regulatory
environment unfolds, it could also consider selling the power
into the grid.
Mittal says the project and the PPA will be designed to support
its aspiration of bolstering security of supply, as well as gaining
control of its energy costs, which have been rising sharply as
Eskom's tariff increases have been applied. Wasabi estimates
that the cost of production will be around 1c/kWh.
There will also be associated environmental benefits, with
the IPP estimating that carbon dioxide emissions could be cut
by 258 000 t/y.
"Mittal needs adequate, reliable supply and tariff stability to
enable it to compete in the international markets. At present the
group does not have either," spokesperson Themba Hlengani
told Engineering News Online, adding that the group aims to
become less dependent on Eskom for its power requirements.
He says a number of other projects, including renewable
energy initiatives, as well as generating power from other waste
gas and waste heat sources are also being explored.
The JSE-listed company currently consumes between
500 MW and 550 MW and has estimated that it could generate
up to 70 MW of internal capacity should initiatives be pursued
to convert all current off-gasses and waste.
"More than 30% of Mittal's requirements can be supplied
by power generation from waste heat and waste gases,"
Hlengani adds.
The ArcelorMittal Group's research and development unit,
in the US, has determined that the Kalina Cycle is likely to be
suited to the specific waste-heat conditions at Vanderbijlpark,
owing to a wider temperature range than is normally associated
with such processes.
The first 3.4 MW commercial Kalina Cycle plant was
installed at the Sumitomo Metals' Kashima steel works, in
Japan, in 1999, and remains the key steel-sector reference site.
But the technology has also reportedly been operating
successfully in a number of other sectors including the
geothermal, solar thermal, oil refineries and cement industries.
Wasabi Energy executive chairperson John Byrne has
indicated that there are a number of energy-intensive industries
within Southern Africa that could also potentially benefit from
the Kalina Cycle power plants.
"Wasabi Energy is developing a number of build, own [and]
operate projects with the aim of becoming an independent
power producer," Byrne says, noting that the company has
already announced two such plants at Husavik, Iceland and
Taufkirchen, Germany earlier in the year.
"This Kalina Cycle power plant at Vanderbijlpark Steel plant
in South Africa will accelerate this strategy."

Energy optimisation
using a virtual foundry model
An NFTN project by Adrian Paine, SimLogic and Fred Cooper, PDC.
Main collaborators PDC and KWA Kenwalt Australia (SysCAD).
Abstract
The paper describes the development of a dynamic plant
simulation capability for applications in the foundry industry,
specifically relating to energy usage and costs. Developing
such a capability entails breaking down a complete foundry
operation into discrete unit models. These unit models are
then linked to form a mathematical flow diagram. Mass flow
(batch or continuous) as well as energy consumption and cost
for each specific step is simulated. Furthermore, the work
involved validating the plant model's simulation behaviour as
well as performing various comparative analyses using
carefully selected process parameters.
The efficient usage of power in any process plant
environment is fast becoming a major topic for research in
many organisations. The realisation that the world's natural
energy resources is depleting at an alarming rate at a time
when the world is experiencing its fastest economic growth
is placing more and more pressure on industries to

reduce their energy consumption.
Foundries, although strategic to a country's economic
development, by nature are high energy consumers making
them an obvious target for improving energy efficiencies.
The ability to simulate the whole foundry operation from
beginning to end is essential for building an understanding of
the energy usage and determining the potential areas for
energy saving.
The objective of this study was to develop an energy model
for a foundry operation which is to be used as a benchmark
for future model developments. This is achieved by adapting a
dynamic plant simulation software package, SysCAD, which is
typically used for simulating mining, minerals processing and
chemical operations, for modelling foundry processes.
The full version of the paper can be obtained from
Adrie El Mohamadi, Project Leader NFTN,
email: adrie.elmohamadi@nftn.co.za or TEL: 012 841 2127
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SAIF 2011
Annual Golf Day
The South African Institute of Foundrymens' Annual Golf Day
took place on Thursday 10th November 2011.
The event was held at the Reading Country Club.

T

he SAIF Council would like to thank the following
companies for sponsorship of prizes, tee boxes and
greens: Ametsa, BSD, Ceramic & Alloy Specialists,
Chemserve, Conver-Tek. Crawford Publications, Delf Sand,
Endeco, Foseco South Africa, GFE - MIR, IMP,
Insimbi Alloy Supplies, JC Impellers CC, Krier Africa, LIL Sales,
LTM Holdings, MCTS, Mineral-Loy, NFTN, Ni Mag,
Procor Foundry Supplies, Reclam, RelyIntraCast, SAIF,
Saveway, Scaw, SI Group HA, Southway, Spectro Analytical,
Thermal Ceramics, Transnet, Vestcast and VIP Metals.
The competition on the day was fourball alliance with
two scores to count and four scores to count on the par 3s.
There were three closest to the pin prizes and the
winners were:
• 5th hole - Sponsored by SI Group HA - Etienne Rafner

•
•
•

7th hole - Sponsored by RelyIntraCast - R Hatcheson
11th hole - Sponsored by Insimbi Alloy Supplies
- Andre Roux
15th hole - Sponsored by Delf Sand - Shaun Treadwell

There were three longest drive prizes and the winners were:
• 2nd hole - Sponsored by Foseco South Africa
- Tyronne Tarr
• 4th hole - Sponsored by VIP Metals - Etienne Rafner
• 18th hole - Sponsored by LIL Sales - Donovan Richards
The winners on the day on a score of 105 points were
Tinus Pentz, Shaun Treadwell, Gawie Pretorious and
Steve Ellis.
The longest day prize winners were Johan du Plooy,
Bafu Xaluva and Themba Nohefu.

Closest to the pin winner on the
5th hole, sponsored by SI Group HA,
was Etienne Rafner. Etienne also won
the longest drive prize on the
4th hole sponsored by VIP Metals

Closest to the pin winner on the
7th hole, sponsored by RelyIntraCast,
was R Hatcheson

Closest to the pin winner on the
11th hole, sponsored by Insimbi Alloy Supplies
was Andre Roux

Closest to the pin winner on the
15th hole, sponsored by Delf Sand,
was Shaun Treadwell

The longest drive winner on the
2nd hole, sponsored by Foseco South Africa,
was Tyronne Tarr

The longest drive winner on the
18th hole, sponsored by LIL Sales,
was Donovan Richards
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The winners on the day on a score of 105 points were
Tinus Pentz, Shaun Treadwell, Steve Ellis and Gawie Pretorious

Third on the day B Verwey, Eben Hattingh,
Dwayne Barnes and Dave Barnes Jnr

Second on the day were Fubio Ciani, Cobus van der Walt,
Stefan van Jaarsveld and Derick Elliott.
Fubio collected the prizes on behalf of the fourball

The hackers of the day were Johan du Plooy, Bafu Xaluva
and Themba Nohefu. Johan du Plooy is seen collecting their axes
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Harchris deploy furnace
first in South Africa
Harchris has recently completed the rebuild and commissioning of its Number 10
Pit Furnace, improvements that mean that the company now sports the first furnace
with recuperative burners and ultra low NOx emissions in South Africa.

T

he project was completed in record time as a result of
the collective effort between Hotwork Combustion
Technology in the UK that engineered the modification of
the furnace, Harchris' maintenance department as well as
local engineering company Talec that supplied the control
panel and commissioned the furnace on behalf of Harchris.
According to Harchris' Managing Director, Errol Preston,
the company is exceptionally proud of its achievement. "The
deployment of this furnace will not only improve our energy
consumption, and assist in protecting our fragile natural
resources, but it will also drastically and dramatically reduce
our existing carbon footprint while providing our business with
significant cost savings and benefits."
The new furnace is equipped with two Hotwork EJ06-12
Hot Air Burners positioned to fire tangentially at opposing
corners of the pit furnace, and each burner has been coupled
via an insulated duct to a single Hotwork Compact
Recuperator that provides preheated air to the burners. The
Recuperator is positioned to encourage hot gases to re-circulate
around the furnace, improving heat transfer to the load.
An auxiliary flue has been located on the opposite wall of
the furnace to provide an additional spill-off for optimum
pressure control. Each burner is fitted with a flue gas
recirculation duct that is positioned at a low level; this also
improves waste gas recirculation within the furnace. The
system has been designed to operate in Pulse fire,
Modulating, or Excess air mode so that greater flexibility,
due to the varying operating temperatures and cycles
required of the furnace, can be achieved. The system was
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designed to comply with European Standard EN746-2.
Harchris is now able to take advantage of benefits such
as excess air control in low temperature cycles, modulation of
the gas flow and modulating control for high temperature
cycles and pulse-firing control for high temperature cycles.
The additional benefit of pulse firing is that the burners are
either operating at their maximum or minimum rate, therefore
maximising efficiency of the combustion system.
"One of the primary functions of any combustion control
system is to vary the heat input required by individual
processes. In pulse firing mode, the heat input is controlled
by modulating the frequency of operating the combustion
burner or burners," states Preston. "With the new burners we
can fire them at high fire for controlled times and then cycle
them back to a lower fire or simply turn them off, all of which
we are able to control through the new process controller."
"It is with this concept that pulse firing is often referred to
as frequency-modulated firing as each burner is controlled
independently of other burners, resulting in a great deal of
control flexibility and precision. In short, pulse modulated
firing allows for more precise control and in turn better
performance".
The true benefits of a pulse firing system such as that,
which has been deployed in the Harchris Furnace 10,
includes more precise and flexible control of the basic
combustion process as well as more consistent and precise
control of the air to gas ratio and of the energy input to the
system. Where proportional systems fail to deliver, pulse firing
allows for unprecedented burner control.
"In Furnace 10 we are now able to control
the frequency and timing of firing of each
burner at carefully metered fuel inputs," adds
Preston. "As each burner now comes with its
own air valve and gas regulator, there is little
wastage or unnecessary firing of the burner
while it is not in use."
Another benefit comes by way of better
temperature uniformity as a result of the fact
that each burner is individually controlled.
Burners can also be zoned more flexibly and it
is easier, and more cost effective to have
numerous zones of control. Gas circulation is
now maximised and temperatures are better set
and more uniform.
"We are also seeing greater process control
flexibility with the ability to make use of an
entirely computer managed system, negating
the need for cumbersome and error prone,
manual systems," he says. "Our system is able
to function in heating-only as well as in a
heating and cooling mode which enables the
rapid reduction of temperatures as well as the

almost instant refiring of the
furnace dependant on the
demands of the heat
treatment process at hand."
According to Preston other
benefits include improved
productivity of the furnace as
well as higher product quality
and fewer losses as a result
of temperature uniformity
and temperature control.
Fuel savings are now also
dramatically improved as
Harchris is now able to
maintain precise gas to
air ratios throughout the
firing process, ensuring close to "perfect" combustion
(a 10:1 ratio with natural gas) at the peak firing temperature
in both continuous and periodic furnaces. The company has
calculated that its savings will be between 20-25% in the
future.
"One of the contributing factors as to why we opted for the
Hotwork EJ06-12 Hot Air Burners is their ability to reduce air
pollution, something of critical importance on all industry's
carbon footprint checklist," mentions Preston. "We are able to
achieve this with the more precise control offered by pulse
systems and the state-of-the-art E-Jet Ultra Low NOx Burner
technology used. We can keep the NOx, or mono-nitrogen
oxides NO and NO2 (nitric oxide and nitrogen dioxide),
levels much lower and attain actual levels dependant on

peak firing temperature."
As a result of the
computerised electronic
controller as well as the
individual flame monitors that
have been built into each
burner, Harchris is also able to
take advantage of enhanced
safety features for each
burner as the loss of one
flame monitor signal for
whatever reason does not
interfere with the operation of
the other burners in the
system.
"The furnace is truly
revolutionising the way we work as we are able to achieve
ultra low NOx levels through the combination of a range of
NOx reducing techniques which include an innovative feature,
developed by Hotwork, the Internally Induced Fuel Dilution
System. Additionally the Hotwork E-Jet Burner can also
operate with internal Flue Gas Recirculation (FGR) without the
need for hot gas fans and associated refractory lined ducting.
"The addition of a local FGR duct and the flexibility of
installing it in a strategic location around the burner also
improve temperature uniformity, a major benefit for
applications such as heat-treatment. Which is after all the
cornerstone of the Harchris business," ends Preston.
For further details contact Ater Steyn, Operations Director,
Harchris Heat Treatment on TEL: 011 813-2050 ext 2002
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Partners of RMS celebrate
20 years in business together
Breaking away from corporate life 20 years ago
was not a difficult decision for two aspirant
engineers when they were in their early 40s.
The following article is an interview
with partners Mike Robinson and Kevin Nesbitt,
Directors of Resistant Materials Services
and Durrans RMS.
Left: The senior management: standing Mike Robinson, Rodger
Heath and Peter Bird with Kevin Nesbitt sitting

A

t the time it was a bit daunting particularly if you reflect
on the country's history during that period. Although our
background is engineering, we had limited knowledge of
the foundry and refractory industries, but if you ruminate it was
probably a good thing because we were approaching the
business, which had already been operating for five years, with
fresh ideas and enthusiasm."
Robinson and Nesbitt had met at the University of Natal,
Durban Campus, while completing their engineering degrees.
After university they remained friends but it was only some
years later that their commercial lives crossed paths. Both
ended up in senior positions with the Murray & Roberts Group,
although in different entities.
The opportunity to go into business together arose when a
close friend decided to sell his business Resistant Materials
Services (RMS), which began operating in 1987. The company
at the time was one of the distributors for Cumar Resistant
Materials, a local manufacturer of ceramic fibre and silicon
carbide products. Interestingly Cumar was owned by
Murray & Roberts at that stage.
When the business was acquired in 1992 it operated out of
shared offices in Rembrandt Park. The following year RMS
moved to a factory facility in Elandsfontein, where it remained
until the company moved into its own factory in 2006.

The extra space that came with the original move gave
RMS the opportunity to stock significant quantities of product.
As a result delivery times were drastically reduced and the
business grew fairly rapidly. RMS was soon recognised as a
major distributor of ceramic fibre products in South Africa and
the company still holds that position today.
In 1996, Thermal Ceramics SA took over the manufacturing
of ceramic fibre in South Africa and RMS was joined by
Natal Refractories and Cape Refractories as distributors of their
product range.
The technical and sales staff operating in the refractory
division of RMS have over 100 years experience but more
importantly RMS has not just remained as a distributor of
product, the company has added value to the ceramic fibre, in
its various forms and shapes.

The section where fibre fabrication takes place

The storage facility for the ceramic fibre division

"
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Thermal Fabricators
Thermal Fabricators, also commonly known as
Thermofab, manufactures a range of high temperature
products such as expansion joints, bellows, compensators
and other fabricated coated textile products. RMS purchased
this company in 1997 - it had already been in business
for 15 years - because of its synergy with the ceramic fibre
business.

The range of high temperature insulation and
allied products and services RMS offers includes:
• Ceramic fibre products (blanket,
vacuum-formed shapes, glass textiles,
ceramic fibre textiles and all other associated
ceramic fibre products)
• Insulation fire bricks
• Crucibles
• Silicon carbide advanced refractories
• Compensators
• Allied mastics and refractory liquids

The staff compliment of both companies

furnaces, ovens and other applications where high temperature
insulation materials are required.

Management, sales and internal staff

Most of these products, whether they are RMS' own design
or proprietary products, are used for applications in kilns,

RMS moves into the foundry industry
The next significant move in the company's history came in
1997 when the company purchased the business of a foundry
consumable company, Minerals, Binders & Clays, including plant
and equipment for the local manufacture of the product range.
This acquisition was the beginning of RMS' foundry division,
and this expansion has subsequently made RMS one of
the most comprehensive foundry consumable suppliers in

South Africa.
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Changes after visit to
The company's expansion
GIFA 1999
in the various areas had seen
Kevin Nesbit and sales
it grow into five different units
manager Peter Bird first visited
in the factory complex in
GIFA in 1999 and it certainly
Elandsfontein. This was not
opened their eyes, but at the
satisfactory for many reasons
same time it gave them an
so it was decided to purchase
opportunity to explore other
a site in Anderbolt, Boksburg in
avenues of sourcing product and
2005. With 7 500 m² under roof
technology internationally to
at their disposal the directors
manufacture and supply locally.
could plan exactly how they
However the most significant
wanted to position the various
aspect of their visit was to sign a
manufacturing units, stores and
joint venture agreement with the
despatch of both companies.
An aerial view of the RMS and Durrans RMS factory
James Durrans Group (JDG) of
At the same time the
in Anderbolt, Boksburg
the United Kingdom to
company needed to increase
manufacture their mould
its capacity in mould coatings
coatings locally, which was subsequently started in 2000.
manufacture so the directors planned that while the new site
JDG, with headquarters in Yorkshire, England, has been
was being renovated, they could also install the new equipment.
manufacturing products for the foundry, refractory, battery,
It resulted in a seamless transition with no loss in production.
chemical, lubrication, automotive, glass and steel industries
The mixer, which is capable of mixing five tons in a mix,
since 1863. At that stage it was the first time that they had
increased the company's capacity three-fold. JDG is well known
entered into a JV agreement. The success of this JV was the
worldwide for its superior coatings in either spirit-based or
model for their JV's internationally.
water-based formats. With their technology transfer Durrans
A new company, Durrans-RMS (Pty) Ltd, was formed to
RMS supplies coatings that are of the same quality and
locally manufacture and market the mould coatings and the
consistency as is supplied worldwide.
other products that they manufacture in the group which includes
The plant produces a full range of both solvent and water
blackings, recarburisers, sand additives and natural graphites.
based coatings.
Their relationship with JDG also resulted in the company
Another manufacturing opportunity - sleeve plant opened
promoting the flood coating range of coatings for moulds and
in 2000
cores in South Africa. Traditionally the company had supplied
After GIFA 1999, RMS obtained European technology to
foundries locally with coatings which were only suitable for
manufacture a full range of feeder sleeves. RMS invested
brushing, spraying and swabbing.
further in their manufacturing capabilities when they began
The company was innovative in introducing the static and
manufacturing a full range of exothermic and insulating feeder
transportable returnable bulk tanks that have proved to be very
sleeves.
successful. There are obvious major advantages in the use of
At MBC they were manufacturing basic sleeves and the
bulk tanks for mould coatings. Essentially the foundry only pays
directors soon realised that if they wanted to become a market
for the coating used without the problem of bucket and drum
player they needed to invest in technology and equipment.
costs and disposal thereof. The provision of storage tanks and
Using advanced technology and a combination of local and
flood coating equipment is provided to the end user at no cost,
imported equipment they opened a sleeve vacuum forming
provided it is utilised for the proprietary products.
manufacturing plant in 2000.
Durrans RMS new coatings manufacturing equipment
With reference to the range there are more than two
set up in Boksburg
hundred formers of different shapes and sizes e.g. open sleeve
formers, round neck down formers, slotted down neck formers,
The JV company between RMS and James Durrans & Sons
angle cut neck downs, oval sleeves and insert sleeves and
continued to grow its market share in the coatings market.
many more that are manufactured. The company now regards
However capacity was limiting growth and in line with James
itself as a significant supplier in this segment of the market.
Durrans' strategy to standardise their manufacturing facilities
RMS manufactured the sleeves in Elandsfontein for
around the world, including China, the company invested over
five years and eventually the demand exceeded capacity
R1,5 million in a new state of the art mixer imported from
and was restricted by space and electricity availability.
Germany in 2005.

The Durrans RMS coating division
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The sleeve plant

As with the coatings plant, RMS built a new plant in
Boksburg to commence manufacture and build up stock to
enable it to relocate the existing plant from Elandsfontein
without running out of product during the relocation. The plant
was moved in mid 2006.
The new facility enhanced the company's manufacturing
capacity and improved its stock holding and logistics enormously.
Synthetic graphite screening plant
Durrans RMS continued on its beneficiation path with the
commissioning in 2008 of a synthetic graphite screening plant,
which is capable of producing 1 000 tons of product per
month. The plant processes petroleum coke and graphite into
stringent material specifications in different forms and shapes
with close tolerances.
Automatic bulk tank cleaning facility
Twelve years ago Durrans RMS, shortly after the
joint-venture company began operating, introduced bulk
storage tanks for mould coatings to the local market.
However the process of cleaning the tanks when the
tanks are returned to it for refilling was not satisfactory.
This step had always been done manually and it was up
to the directors to address the situation. The new plant,
which was installed in June 2010, ensured a greater
degree of automation and turnaround times were reduced.
Milestones
2012 is a significant year for Durrans RMS in that the
directors will be attaining a number of milestones this year.
The first is that it is 20 years ago that Mike Robinson

Princess Modise, Ryno van Rooyen and Galina Shongwe
in the laboratory

and Kevin Nesbitt joined up as partners in business.
RMS itself reaches the 25 year mark and the Thermofab
business will be 30 years old. The milestones don't stop there.
It will be 15 years since Robinson and Nesbitt acquired
the MBC business, which has now been operating for 45 years.
One of the most important milestones is that Durrans RMS
will reach the 10 year mark this year since it was first
accredited with the ISO 9001 certification and it has had the
certification renewed every year since.
The growth in the company has also created employment
for a significant number of people. Robinson and Nesbitt
believe in teamwork and from inception have really appreciated
the support of their customers.
For further details contact RMS / Durrans RMS on
TEL: 011 917 0702
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international news

Chinese aluminium
manufacturers challenge
Australian dumping duties

T

he sensitive issue of Australian manufacturers
being put under pressure from dumped Chinese
imports is set to be heard in the Federal Court,
as two Chinese aluminium manufacturers challenge
the Australian government's decision to impose dumping
duties.
The case stretches to government relations, given
submissions by the Chinese government against the
dumping conclusions reached by the Australian Customs
and Border Protection Service. The Chinese government
has argued that it considers state-owned enterprises to be
commercial bodies and should not be defined as public
bodies under the anti dumping laws.

Metef-Foundeq 2012
18 to 21 April 2012

I

t is just a couple of months away from the eagerly awaited
exhibition METEF-FOUNDEQ, which takes place in the
Garda Exhibition Centre in Montichiari, Italy. According to
organisers practically all the exhibitors that were present
at the previous edition have already booked their stands,
and this time they have chosen larger display areas.
Having changed the exhibition venue to the Veronafiere
this has aroused much enthusiasm and raised many
expectations that this four-day event promises to be in the
highlight of the entire aluminium and foundry industries
worldwide.
Metef 2012 offers innovation awards
As a result of the success of its first edition, the Metef
Innovation Award will be offered again in 2012. Prizes will
be awarded for the best cases of innovation related to new
products, production, transformation, manufacturing and
use of products or components made of metal, realised
by exhibiting companies for each of the following sections:
materials, machinery and plants, technologies and
processes, products, components, systems, and
applications.
The contents of the proposed innovation will be
evaluated based on the degree of originality and novelty,
the performance characteristics and the competitive
advantages that they are able to offer.
For more information visit the website www.metef.com
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Customs however has found that regardless of
ownership, the level of control and regulation by the
Chinese government in the aluminium industry in China
is so significant that primary aluminium producers and
suppliers are in fact responding to the Chinese
government's industrial development policy.
PanAsia Aluminum (China) Limited and Tai Shan City
Kam Kiu Aluminum Extrusion Company Limited have
lodged documents in the Federal Court, seeking to
quash a decision of Attorney General Robert McClelland,
who recently reaffirmed the dumping finding. PanAsia
has had a countervailing duty of up to 13.6% imposed
on its imports into Australia and Tai Shan of up to
7.4%.
In court documents, PanAsia said that the dumping
duty notice and the countervailing duties, adversely
affect its commercial position in the Australian market.
The decision involved errors of law, and was an
improper exercise of power, it claims. In the Kam Kiu
case, the government has been asked to provide all
documents on which customs based its dumping
determination.
The aluminium saga began in May 2009 when
ASX listed company Capral which had about half the
Australian market for aluminium extruded product such
as bars, tubes, pipes, doors and window frames notified
the Australian Customs and Border Protection Service of
alleged dumping.
During its investigation customs identified more than
300 importers of Chinese aluminium products. PanAsia
and Kam Kui were identified in a group of seven importers
which accounted for more than half the goods imported.
The Australian market involves about 195,000 tonnes of
goods sold a year.
Customs found that the subsidization and dumping
of the Chinese aluminium had caused "material damage''
to the local industry. Customs had determined that a range
of Chinese imported aluminium products were priced at
below normal value, and had used as a guide prices on
the London Metal Exchange.
It found the Chinese products had been dumped with
margins ranging from 2.7% to 25.7% and subsidized with
margins from 3.8% to 18.4%. Capral had suffered a notable
fall in sales and had been forced to lower its price to try to
match the Chinese prices.
As a result of this investigation, the Australian
government published a dumping notice and imposed
countervailing duties on the Chinese companies in
October 2010. In April, the Attorney General asked
customs to reinvestigate some of its findings. Those
findings were delivered, and in August Mr McClelland
reaffirmed the dumping notice and duties.

New President,
other execs for Foseco
David Hughes will lead organisation from Shanghai office.

F

oseco, the manufacturer and supplier of foundry
consumables and technologies, has a new president
for its global organisation and a new executive for its
foundry business in North and South America. Foseco is the
Foundry Division of Vesuvius, and it has numerous branded
product lines used in molding and coremaking, refractory
products for melting and metal transfer, and pouring
and flow control, among other specialties.
The new president of Foseco is David Hughes,
whose office will be in Shanghai. He succeeds Jeff Weeks,
who retired from Foseco after 20 years with the company.
Hughes joined Foseco's U.K. organisation in 1981,
in a product development role. Later, he held product
management and sales management positions in
North America and Asia (respectively), before proceeding
into general management. Hughes' most recent positions
have been managing director of Foseco India and
vice president for Asia-Pacific.

"The foundry industry remains an exciting and challenging
area to work in, and I very much look forward to working
alongside all my colleagues around the world as we strive
to bring even more value to our customers," Hughes
stated.
Also, Foseco named Billy Patterson as its new
vice president, Foundry-Americas, giving him responsibility
for its Foundry businesses in North and South America.
He has been working in the Vesuvius group in various
capacities since the 1993.
Finally, Foseco named Carlos Cardozo as vice president,
marketing & technology- Foundry. His office will be in
The Netherlands. He has been associated with the
metalcasting and metalworking industries for several years
and brings with him an understanding of Foseco products
and their applications, as well as practical experience in
industrial marketing. Cardozo succeeds Roland Johnson
who retired after 30 years with Foseco.
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HA International,
partner claim success with
new organic resin
Trials with ferrous and nonferrous castings met or exceeded performance,
and environmental requirements.

I

"HA International supports sustainability and we're
n a joint statement, HA International and Lignol Energy
committed to the use of renewable materials that can
Corp. reported their production trials of a new foundry
minimize the environmental impacts of our products while
resin that uses a renewable chemical formula based on
improving their performance and value."
lignin, an organic polymer, have been successful. The trials
Vancouver-based Lignol develops biorefining technologies
involved production of ferrous and nonferrous castings for
for biofuels, including fuel-grade ethanol, and renewable
impellors used in several pumping applications.
chemicals from non-food cellulosic
The developers said results met
biomass feedstocks.
or exceeded customer requirements
“HA International supports
Lignol uses a "modified
for performance and reduced smoke
solvent-based pre-treatment
and odour at pouring. They added
sustainability and we're
technology" to convert cellulose
that the new resin formulation
to ethanol and to produce
committed to the use of
displaces certain petrochemicals
"renewable" chemicals, including
normally found in resins by using
renewable materials that can
high-purity HP-L™ lignins. The
Lignol's High Performance Lignin
HP-L™ lignin used in the new
(HP-L™), a renewable chemical
minimize the environmental
foundry resin is among the
made from biomass.
impacts of our products
high-purity lignin extractives
HA International supplies
(and their derivatives) that can be
chemical products for coremaking
while improving their
engineered for various industrial
and moldmaking, including resin
performance and value.”
applications.
systems for bonding sand,
"Foundry resin formulations
resin-coated sand for the shell
represent a significant global
process, and refractory coatings.
market opportunity for our company," said Lignol president
"Displacing petrochemicals in our resin formulation
and CEO Ross MacLachlan. "This trial validates the vision
with High Performance Lignin can ultimately lead to
and development work undertaken by HAI and Lignol over
providing our customers with greater price stability and
the past year to develop ways to displace petrochemicals
better environmental performance," stated HA International
by incorporating our unique High Performance Lignin."
vice president - R&D and Quality Doug Trinowski,

Resignation of Professor Dr. Wolf

W

ith effect from the end of December 2011,
Prof. Dr.-Ing. Gotthard Wolf has stepped down
as managing director of the German Foundry
Association (BDG), chief executive of the German
Foundrymen's Association (VDG), and managing director
of the Institute of Foundry Technology (IfG). It was
his own decision to leave the institute and the
associations to devote himself to a new professional
challenge.
When the BDG was founded in 2008, Professor Wolf
joined it as head of the technology department, having
already directed and managed the IfG since 1995.
"We deeply regret Professor Wolf's resignation, and we
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are profoundly grateful to him for his enduring and valuable
contribution towards the success of the institute and the
two associations. Specifically, he transformed the Institute
of Foundry Technology into a research and consultation
centre that is now recognised nationally as well as
internationally."
"In the two associations, he very successfully promoted
research and the training of young foundrymen.
Accordingly, we wish Professor Wolf the best of success in
dealing with his new challenges," said Stefan Mettler,
president of BDG and VDG, expressing his gratitude to
Mr Wolf for his eminent achievements on behalf of the
industry.

Sert consolidating
with Vesuvius Group
Sert and Foseco offerings will cover "liquid iron from the furnace to the moulding line".

S

ert Metal, a French company known for developing
flow-control systems for casting ferrous metals,
is joining the Vesuvius Group, Ceramics division
of Cookson Plc, in a transaction described as a
"friendly integration." No terms were announced for
the new arrangement, which brings together two of the
metalcasting industry's best known brands for pouring-process
technologies and products.
Sert is based in Lyon, France, and has developed
several branded, automatic systems for controlling metal
pouring in iron foundries and steel mills. "The synergies of
expertise and technologies will help to open new tracks for
development and innovation," it stated about the combination
with Vesuvius Group. "The integration will also progressively
offer new opportunities for localisation of assistance and
services as close as possible to customers worldwide."
The announcement indicated Sert will maintain its

"strength, know-how and values" while it is "fully integrated
in the Vesuvius Group, combining forces and sharing
common care for better casting quality, higher productivity
and a safe production environment."
According to the announcement, Vesuvius will offer a
combination of Sert's techniques and its own Foseco
flow-control and refractory products, in a portfolio that
covers automatic mould pouring and control of liquid iron
from the furnace to the moulding line.
Cookson acquired Foseco in 2008, and combined it
with its Vesuvius product line.
For the steel industry, Vesuvius Group said its own products
for flow control in continuous casting operations will be
combined with the Sert and Avemis capabilities for automatic
mold level control with stopper rods and other instruments.
For further details contact Foseco South Africa on
TEL: 011 903 9500
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Low emission cold-box binder
systems of the next generation

T

in cylinder heads or engine blocks,
echnologically advanced
which are exposed to heavy thermal
binder systems make an
loads, can be manufactured using
important contribution to
reliable processes and in an
avoiding emissions and saving
environmentally friendly manner.
energy. With the new HE (High
No sooner was the new system
Efficiency) technology, especially
introduced than it proved its worth.
developed for the cold box core
A brake disc manufacturer was
binder segment, ASK Chemicals is
able to significantly reduce its
setting new standards in this
consumption of material by
sector.
employing ECOCURE® HE and it
The research team at
has likewise been possible to
ASK Chemicals has developed a
prevent veining in the production
completely new organic HE
of turbochargers with ECOCURE®
(High-Efficiency) binder system.
HE. In addition, the quality of the
This new generation of
The basis of the new ECOCURE® High Efficiency systems
surface finish has been improved
low-emission cold box binders
is formed by new resin compositions,
and reworking costs cut. The
features high reactivity and
new synthesis processes and novel solvents
quantity of binder use in the
productivity, with a 25 percent
production of an engine block has
reduction in the use of binding
been reduced by more than 20 percent and the cycle times
agents and catalysts. In addition, the use of mineral additives
cut by around 15 percent. These are impressive examples that
can reduce the development of disagreeable odors. The low
highlight the efficiency of the new HE system.
admixture quantities required for the HE binder system mean
With ECOCURE® High Efficiency, ASK Chemicals is setting
significantly lower emissions and lower costs.
®
new standards in the area of high
ECOCURE High Efficiency
efficiency cold box core binders.
prevents condensate adhesion and
With ECOCURE®
Customers of ASK Chemicals can
reduces the time and effort spent
ahead of the constantly
on cleaning. The use of the new
High Efficiency, ASK Chemicals keep
increasing environmental standards,
HE system can considerably
is setting new standards
without having to accept
increase the availability of tools and
compromises in product quality,
molds. Another win for profitability
in the area of high efficiency
thus securing key environmental
and productivity. Even thin core
and economic advantages.
cold box core binders
geometries, such as those required
"Pollution control and economic
efficiency are two pillars of our
strategy," says CEO Stefan Sommer
regarding the portfolio of ASK
Chemicals, Hilden. "Under this
premise we develop sustainable
solutions for the foundry industry,
and with all our products and
services focus on what is known
as Clean Tech. The use of our
products and procedures increases
efficiency, enhances output and
productivity while also reducing
emissions and protecting
resources," continues Sommer.
With its low emission foundry
additives, the company makes a
decisive contribution to meeting
the future environmental and
economic requirements of the
foundry industry.
For more information
contact Applied Solutions on
The HE - High Efficiency principle:
TEL: 011 922 1600
Higher reactivity and productivity with reduced use of binders and catalysts
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Extremely low energy consumption
and savings of approximately 40% on CO2!

S

TØTEK Dosotherm furnaces are mostly used for
pressure die-casting, but can also be used for
chill and sand casting. The furnace is equipped with
top insulating materials as well as a refractory lining which
secure long duration of life and low energy consumption.
These factors are also obtained by the lack of pressure
in the furnace during dosing.
The furnace is heated with electric resistance block
elements with long duration of life. Dosing accuracy of
approximately +/- 0, 5 % depending on the dosing weight.
Dosing times are 500 g in 0,5 seconds, 10 kg in 3 seconds
and 60 kg in 10 seconds. Minimal air consumption for
dosing enables the advantageous use of protective gas
thereby avoiding oxides in the metal. There is an option
of using a filter under the dosing pump to avoid oxides

in the metal and replacement of spare parts can take
place during production.
Støtek offer one of the broadest furnace ranges for the
aluminium casting industry with an emphasis on dosing,
holding and crucible furnaces.
Støtek Danmark ApS, have been in business for over
30 years, producing a wide range of electric resistance
and fossil (gas and oil) fueled furnaces for melting, holding
and dosing aluminium. Støtek has a reputation for quality
engineering and manufacturing, with durable and reliable
operation at very high efficiency. After sales service is
given a very high priority, and parts in stock include those
for furnaces built more than 20 years ago. The head office
and factory of Støtek are located in Denmark.
For further details contact Cyril on 083 632 9164

Støtek has a reputation for quality engineering and manufacturing,
with durable and reliable operation at very high efficiency
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iNEXIV VMA-2520 designed to meet
demanding manufacturing requirements
with automated measurements

T

he iNEXIV VMA-2520 is a new multi-sensor measuring
system that's lightweight and compact enough to be
used on a bench top. The fast, fully automatic and
high accuracy system allows for a wide variety of industrial
measuring, inspection and quality control applications.
The iNEXIV is designed to measure 3D workpieces with
its integrated image processing software, a new 10x optical
zoom system and Laser Auto Focus option.

Key features
• Easy and accurate measurements optimised for
3D parts
• The iNEXIV VMA-2520's design is optimised for
easy use as well as repeatable and accurate measurement
of 3D parts.
Compact and lightweight
The iNEXIV VMA-2520 is a powerful bench-top system
designed to use minimum factory floor space.

Long working distance
The newly developed optical
system features a super long
73.5mm working distance
for all magnifications.
This allows sufficient
three dimensional
clearances for
Z-axis
measurements
even at high
magnification.
Sophisticated VMA
AutoMeasure software
AutoMeasure is Nikon's powerful measuring
software platform. It provides various functions to easily
conduct tasks ranging from setup, teaching programs and
measurements, to evaluations.
High-speed, highly-accurate Laser AF
In addition to the standard Vision AF, an optional
high-speed Laser AF with a long 63mm working distance is
available.
Touch Probing measurement
The iNEXIV VMA-2520 accepts the Renishaw TP20 or
TP 200 Touch Probe system, making surface and side
coordinate measurement of complicated 3D parts possible,
in areas that vision sensing hardware could not be used.
For more information contact your nearest IMP branch,
Gauteng TEL: 011 916 5000, Kwazulu Natal TEL: 031 764 2821,
Western Cape TEL: 021 852 6133, Eastern Cape
TEL: 041 364 0159, Free State TEL: 018 293 3333, or
email: info@imp.co.za or visit the website: www.imp.co.za
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Data logger for humidity,
temperature, air pressure and CO2

E

+E Elektronik have designed and developed the
HUMLOG20 data logger. This data logger does not
need to hide behind any application because of its
modern housing and the large display, which are truly
eye-catching.
The data logger is ideally suited for monitoring the
room climate in clean rooms, storage areas, EDP computer
centres, calibration laboratories, switching cabinets,
wind turbines, museums and exhibition halls.
The customer benefits of the HUMLOG20 data logger
are compelling as these benefits include continuous data
recording over long periods owing to the long battery life
and the large memory.

The latest measurement data is always available in
the network with the integrated Ethernet interface. The data
logger can be networked, the data can be called in real time
and it can be displayed and saved in parallel on the
computer.
Maximum reliability of measurement data transmission
is guaranteed by the integrated Ethernet interface. Simple
evaluation and visualisation of measurement data is
possible. The powerful SmartGraph3 software is included
in the scope of delivery. A fast response option in the event
of any deviations is offered by the optical / acoustic alarm
system.
The HUMLOG20 data logger is available in three
different models:
1) HUMLOG20-THI data logger which is designed for
temperature, relative humidity, absolute humidity and
dew point temperature.
2) The HUMLOG20-THIP data logger is perfect for
measuring temperature, relative humidity, absolute humidity,
dew point temperature, barometric air pressure and relative
air pressure.
3) The HUMLOG20-TCO data logger is suited for
temperature, relative humidity, absolute humidity,
dew point temperature and CO2 concentrations.
For further information please contact the Sales Department,
Temperature Controls, on TEL: 011 791 6000 or
email: sales@tempcon.co.za or visit: www.tempcon.co.za

The world's first Quad-Trak System
installed and commissioned

I

nductotherm is very proud to announce the world's first
four-furnace Quad-Trak System has been successfully
installed and commissioned at AIA Engineering Ltd., the
largest producer of grinding media in India.
AIA Engineering, an ISO 9001 certified company,
specialises in the design, development, manufacture,
installation and servicing of high-chromium wear, corrosion
and abrasion resistant castings used in the cement, mining
and thermal power generation industries.
The Quad-Trak consists of the 5000 kW inverters, each
connected to an 8000 kg steel frame furnace fed by a
24-pulse input 10,000 kW converter system. This system
gives AIA complete production flexibility with minimum
electrical installation cost and maximum electrical savings.
The unique qualities of Quad-Trak will allow AIA to run at
100% power utilization, resulting in the highest production
possible with the lowest connected kVA from the utility
company. The expected production target is 10,000 TPM,
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working 25 days/3 shifts. Maintenance costs are greatly
reduced as high-power furnace transfer switches with
associated bus bars are not needed with Quad-Trak.
A significant advantage of multiple-output induction power
supply technology is the ability to sinter or cold-start multiple
furnaces simultaneously, or sinter one furnace while melting
in others. And the unique design of the Inductotherm
converter does this without costly harmonics filters or line
power factor problems, common with other designs offering
reduced life cycle cost.
With Quad-Trak's single set of power and water
connections and the kVA of a single unit, significant savings
in installation and maintenance costs are realized. They also
require much less space in the melt shop than separate
units. Overall, Multi-Trak systems ensure minimal investment
per ton of metal poured.
For further details contact Cerefco on
TEL: 011 845 3253

