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The month of September 2016 
saw a number of exhibitions 
(some call them trade shows) 

take place, both locally and  
internationally, that are related to our 
industry. And there are many more 
coming up before the year ends. While 
the Web has been forecast to render 
them obsolete in future years,  
exhibitions remain a viable industrial 
marketing tool and can offer  
tremendous opportunities to meet 
strong prospects, potential  

partners or suppliers as well as networking with other  
manufacturing professionals. For an editor or a journalist they 
are vitally important as they are generally focused on the subject 
that you write about daily and an exhibition is a venue where you 
interact with many, both old and new acquaintances, in a  
relatively short space of time. 

Depending whether the exhibition is local, regional, national 
or global I will always factor them into my calendar. Economic 
and time constraints don’t always make it possible to attend all 
of them so you have to be selective, especially with the  
international exhibitions.  

During my career I have been fortunate to attend a number 
of exhibitions in Europe, the Americas and those held in Asia. I 
always return more motivated, more up to date on technology 
and trends in industry and more focused. It constantly amazes 
me how companies come up with innovations, some more  
complex than others, just when you thought the technology had 
been exhausted.

Many companies use the exhibition platform to launch a new 
product or an improvement to their existing one, show off a new 
technique and offer advice on how you can implement a solution 
into your operation to cut costs, increase productivity and 
improve quality, that you had never thought of before.

At the international exhibitions you will find that all the global 
leaders in that specific manufacturing technology are present, 
and you are able to discuss practical solutions to your complex 
operation and solve specific manufacturing problems.

Over the years I have experienced how professional and 
organised our international counterparts can be. As South 

Africans we can learn from these international exhibition organisers 
and exhibitors. The success of the exhibition and future survival 
of the organisers depends on the number of exhibitors and  
visitors that they are able to attract. For the exhibitors, the more 
visitors that attend further affords them the opportunity to 
engage with additional potential clients and ultimately conclude 
more sales, which builds their future and returns on investments. 

It is therefore vital that they (organisers and exhibitors)  
communicate with potential visitors to create awareness of the 
event, even if it is one that is well known. One way of doing this 
is through the associated media, either via editorial content or 
advertising. Done well, it gives a positive return. Done poorly, it 
costs much more than money.

Proactive exhibition organisers and manufacturers have  
internal marketing departments or external public relations  
agencies that liaise between editors and themselves to facilitate 
communication and imparting their message to the  
manufacturing community. Sure they are in the business to 
make a profit but they also realise that to do this they have to 
spend to get a return. The exhibition organisers especially treat 
the media as partners because they understand and appreciate 
the importance of the media and what benefits they gain. A good 
example of this is that prior to the exhibition all your  
accreditation is done. At the exhibition they have dedicated press 
offices where you have access to all the communication tools 
you need, including exhibitor press release material, and you are 
kept informed of the all the press conferences/meetings that are 
scheduled during the exhibition. Even the exhibitors will have 
information to give you, all prepared before the exhibition, for you 
to take away when you visit their stand.

Additionally, prior to the exhibition and also post the exhibition, 
the communication sent to the publication for consideration to 
publish is informative and sent timeously well in advance.

This is very unlike most South African PR companies,  
exhibition and conference organisers who are just on the take 
with no real interest in the industry. Far too often in South Africa 
there is the perception that they are doing the media company or 
publication a favour by involving them, as if the publication is 
desperate to get their recognition. Media  
companies are like any other business  
– they have to generate sales and  
the resultant income to operate. 

We can learn from our international counterparts

editor's comment

south african institute of foundrymen
The aim of the SAIF is to promote and develop within 

Southern Africa the science, technology and application of 
founding for individuals and involved industries.
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cover story

SI Group HA South Africa, a subsidiary of the SI Group, a 
leading global developer and manufacturer of chemical 
intermediates, specialty resins and solutions that are 

critical to the quality and performance of countless industrial 
and consumer goods, has recently implemented a number of 
changes that include the appointment of a new Sales 
Manager, the construction and opening of a new flammable 
goods store at the company’s Alrode, Johannesburg site and 
the appointment of Mineral Zone (Pty) Ltd as its foundry  
products distributor.

The announcements by the company coincided with the 
visit to the South African operation in August 2016 by Frank 
Bozich, the Global President and CEO of the SI Group, as part 
of his global tour to all SI Group sites. The SI Group, which was 
established in 1906, is a family-owned company that is based 
in Schenectady, New York, USA employing over 2,700 employees 
worldwide and operates 20 manufacturing facilities on  

five continents with $1.6 billion in annual sales.
During his stay in South Africa Frank Bozich visited both 

the Johannesburg and Durban operations of the company and 
presided at the official opening of the Johannesburg  
flammable goods store, which is an ongoing investment and 
commitment from the SI Group to meet the stringent  
EHS policies of the Group, as well as ensuring that they comply 
with local regulatory requirements.

“Part of the success of the manufacturing of the  
flammable goods store is that it only took 10 months to  
complete, with zero incidents on site,” commented Gordon 
McNeilage, Director of Operations in South Africa.

“Mr Bozich, who was accompanied by Phillip Ingham, the 
EMEA Vice President for the SI Group, left South Africa  
enthusiastic about the progress and strides made to meet the 
company's 2020 vision in terms of EHS. Furthermore, he was 
impressed with the neatness and maintenance of both the 

Positive changes take place 
at SI Group HA South Africa
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sites, and the commitment from the SI Group’s staff to  
maintain this effort,” said McNeilage.

Mineral Zone (Pty) Ltd appointed as distributor
In lieu of SI Group HA South Africa’s continued  

commitment to world-class service, the company has also 
announced a partnership with Mineral Zone (Pty) Ltd whereby 
Mineral Zone will in future be a preferred foundry distributor 
for the company’s foundry products.

“Mineral Zone will continue to strengthen our position in 
the foundry industry by assuring continuous supply delivery, as 
well as continued technical support to our customers with long 
term sustainability,” said McNeilage.

“The SI Group HA South Africa remains firmly committed to 
offering world class products and services to the foundry 
industry. Therefore Mineral Zone has been appointed as the 
most suitable company to provide the level of service,  
commitment and support that our valued customers have 
been accustomed to,” continued McNeilage.

“Mineral Zone, which was established almost two years 
ago, is the brain child of co-owner and Managing Director 
Brendan Homann. Brendan has developed a successful track 
record of consistent delivery contributing significant streams of 
revenue during his metallurgical and executive career. His 
steady performance has been achieved through developing 
successful strategies,  
establishing new markets and 
redefining territories. He has 
managed diverse teams of  
people across dispersed and 
often remote locations such as 
Zambia, Kenya and the DRC. 
Brendan’s experience further 
includes dealing with producers 
and clientele in countries and 
markets such as Brazil, Chile, 
Europe, Africa, Australia, the 
Middle East and China.”

“Mineral Zone is a trading 
house of specialised industrial 
minerals, alloys, foundry and 
steel plant consumables and 
ores. It is our philosophy to be 
effectively and strategically 
placed within the scope of 
sourcing and supplying our 
range of products allowing us to 
be experts in the range of  

products we supply. Our mission is recognition in the  
effectiveness of applying our relationships with our principles 
and linking those with the relationships of our customers.”

“Mineral Zone is built on relationships, reputation and  
passion. Between our sales staff and those of Mineral Zone 
we have a collective of more than 40 years’ experience in the 
foundry industry. This new agreement and association with 
Mineral Zone adds value to both companies by virtue of  
exposure to new opportunities.”

New Sales Manager and Foundry Manager appointments
“Further changes within the SI Group HA South Africa has 

seen the appointment of Thabo Makhanya as our new Sales 
Manager for the timber, industrial resins and foundry divisions. 
Thabo comes with vast experience in managing some of the 
biggest brands globally and has experience in SCM, sales and 
marketing, R&D and production management. Some of the 
brands that Thabo has had management positions at include 
SAB Miller, Sasol, JTI and PepsiCo.”

“Another appointment is that of Antoinette Swanepoel who 
has taken up the position as Foundry Manager. Antoinette was 
previously employed at Insimbi Alloy Supplies and has vast 
experience in both refractories and powder coating  
applications. Antoinette is responsible for managing the  
foundry sales team and commercial operations, and is  

supported in this division by 
Nino Ciani.”

“Jaysen Du Toit was also 
recently employed as a  
technical support assistant to 
assist in the foundry division 
under the tutelage of Guy 
Dockray, who heads up the  
SI Group HA South Africa 
Technical support team along 
with JJ De Jager.”

“The foundry team looks  
forward to developing and  
growing their foundry portfolio 
as well as offering a world class 
service, value and technical 
support to the foundry  
industry,” concluded McNeilage.

For further details  
contact SI Group SA on  
TEL: 011 389 8200 or  
visit www.siigroup.com or  
www.huettenes-albertus.com

Gordon McNeilage 
(Director South Africa Operations), Philip Ingham 

(Vice President Europe, Middle East & Africa) 
Frank Bozich (President & CEO SI Group)

Back row left to right JJ de Jager (Technical Support), 
Jaysen du Toit (Technical Support) and Nino Ciani (Technical Sales Representative)
Front left to right Antoinette Swanepoel (Foundry Sales Manager), Thabo Makhanya 

(Sales Manager South Africa) and Guy Dockray (Technical Support)
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industry news

Many foundries make  
the casting process their 
primary focus, and do 

not consider total  
manufacturing cost and  
environmental implications;  
so the inevitable used sand 
would be dumped somewhere, 
possibly on an adjacent or  
nearby site, or hauled away to 
an approved landfill site. 

But, today, a successful 
foundry business requires a 
wider focus, and in particular 
close management of operating 
costs and profit margins. These 
foundry operations are  
constantly looking for ways to 
reduce their overall operating 
costs.

For foundries that currently 
ship their spent sand to 
approved landfill sites, the  
costs of disposal and the  
subsequent purchase of new 
sand can easily justify  
investing in an in-house  
sand-reclamation system,  
especially if the sand is  
re-usable. Today’s heightening 
and enforcing of the Waste Management Act, as well as the 
environmental pressures and challenges are forcing  
management to come up with solutions.  

It is said that in most cases if a foundry generates two tons 
per hour of disposal sand, then sand reclamation should be 
investigated. For foundries generating five tons per hour of  
disposal sand, sand reclamation should be considered as a 
viable cost-saving project. And, for foundries generating  
10 tons per hour or more of disposal sand, the savings can be 
significant and the payback quick.

Weir Minerals Africa
Weir Minerals Africa is a market leader in manufacturing 

slurry handling equipment with specialisation in the delivery 
and support of a wide range of slurry equipment solutions. 
This includes pumps, hydrocyclones, valves, dewatering  
equipment, wear-resistant linings, rubber products, screening 
machines, centrifuges, crushers, feeders, washers and  
material handling equipment for hard rock mining, sand and 
aggregate and industrial markets. 

This broad portfolio of highly engineered products finds 
application in critical customer processes. The metal  
performance of Weir Minerals Africa’s products is equally 
important and so too are the castings that make up the  
products. Prior to 2006 Weir Minerals Africa procured their 
castings from local foundries, and imported them from Weir 
Minerals foundries located elsewhere in the world.

This supply chain of castings was augmented when Weir 
Minerals Africa commissioned its own greenfields foundry at 
its South African operations in Isando, Gauteng, in 2006. 
Although this foundry filled an important area when Weir 
Minerals decided to invest in the manufacturing capacity of 
the African organisation, the local operation was still  
hampered by size of castings produced at the Isando foundry. 

Maximum size of castings was pegged at two and half tons 
per casting, and today Weir Minerals Africa offer products that 
can weigh up to 42 tons once fully assembled. Individual  
castings can weigh up to 18 tons.

The company had already seen that the benefits of the 
investment in the Isando foundry had had an immediate 
impact. Customers had the assurance that quality issues are 
resolved at source, that there was a reduction in lead times 
and a dramatically improved response time to customer demand. 

In line with its policy of controlling the quality and service 
for its supply chain, Weir Minerals Africa looked at investing in 
facilities that would be capable of producing the large parts 
that it had been unable to cast in the past. 

As a result, Weir Minerals Africa signed an agreement with 
John Exley to acquire the plant, equipment and buildings of 
Xmeco Foundry, a specialist large casting foundry based in 
Markman Industrial Township, Port Elizabeth, South Africa, 
from the Xmeco Group.

The Weir way
Xmeco Foundry had been manufacturing large, heavy  

Weir Heavy Bay Foundry 
installs leading-edge secondary sand plant

Grant Ramsden, Operations Director, Weir Minerals Africa and Middle East and Gavin Dyer,  
Regional Managing Director of Weir Minerals Africa at the inauguration of the new G-U-T secondary 

sand reclamation plant installed at Weir Heavy Bay Foundry in Port Elizabeth, Eastern Cape
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castings in SG, high chrome and various alloyed steels since it 
moved to its current location in 1978 although its origins date 
back to 1951. Run as a family owned business until its  
acquisition by Weir Minerals Africa it supplied general  
engineering castings, including pump components to Weir.  
The foundry had also been one of the few foundries in  
South Africa to undertake the supply of large bells and these 
can be heard ringing throughout South Africa.

The foundry had been supported on the machining side by 
an associated company, Xmeco Heavy Engineering, which is 
located on the same site. This  
arrangement is still in place thus ensuring 
that all castings leaving Weir Heavy Bay 
Foundry are machined to customer 
requirements.

The Weir Heavy Bay Foundry occupies 
a 5.2 hectare site that is situated less 
than eight kilometres away from the  
Port of Ngqura, the heart of the  
Coega Industrial Development Zone.  
The site is big enough to allow the  
company to develop the facilities to cater 
for future planned growth and market 
demand.

Since acquiring the Heavy Bay 
Foundry, Weir Minerals Africa have  
concentrated on transforming the facility 
to align with the Weir way. The Weir Group 
has a system of engineering excellence 
that includes global best practice sharing, 
Design Centres of Origin and Group  
specific Environmental Health and Safety 
Management systems that adhere to both 
local and international codes of best  
practice.

Quality is a central philosophy at  

Weir Minerals and its quality strategy has brought about a  
fundamental shift from quality control to quality assurance. 
While quality control calls for an inspection at the end of  
a process, quality assurance focuses on redesigning the  
elements of a process in order to ensure that the quality  
of the product is 100% when it reaches the customer.

During the last three years, management at Weir Heavy 
Bay Foundry have been implementing the safety, process and 
cosmetic changes that make up the Weir way, while at the 
same time investing in new processes and equipment in the 

manufacturing area. This included  
purchasing new equipment, upgrading 
and refurbishing existing equipment and 
generally organising the various areas to 
streamline the operations.

Some of the changes in the foundry 
included the purchase of a 20 ton an 
hour continuous mixer that has been 
installed by Lauds Foundry Equipment 
and four new 20-ton driven moulding 
tables have been installed in the large 
casting bay to significantly improve the 
production rate. A new 160kW Ingersoll 
Rand compressor has replaced four old 
piston-type compressors and a large 
Demag overhead crane installed.  

The company has also purchased two 
Romer 7-axis arms from Retecon Machine 
Tools that have been integrated with an 
RS1 laser scanner. This now allows  
Weir Heavy Bay Foundry to deliver  
3D scanning solutions for a variety of 
applications and use them for feature 
inspection to CAD, free-form surface 
inspection to CAD.

The 5 000m² pattern shop and  

The new G-U-T secondary
sand reclamation plant 
consists of three 70 ton silos 
that store the facing sand, 
reclaimed sand and new sand

The filter plant 
and cyclone which are
part of the installation

The investment made by Weir Heavy Bay 
Foundry serves to improve the reclamation 

and reusability of the sand employed in 
the moulding process, thus reducing the 

impact on the environment whilst improving 
the quality of the product at substantially 

reduced production costs

Weir Heavy Bay Foundry 
uses the lost foam process to manufacture 

some of its castings 
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storage facility now has a racking system, a Haas GR-712  
gantry-style router to mill patterns and a new coreshop. 
Magmasoft casting simulation software, as well as  
Siemens NX design software and a CAD/CAM package  
compliment these areas of the foundry.

The metals sampling and testing laboratory has been 
rebuilt and upgraded with the latest technologies and  
equipment such as a Spectro spectromer and a Struers 
Tegramin material preparation system for grinding and  
polishing of specimens.

Inauguration of new secondary sand reclamation plant  
at Weir Heavy Bay Foundry

Although giant leaps have been made in quality and  
processes since acquiring the foundry, management of  
Weir Minerals Africa have embarked on another investment 
phase. The first of these to be implemented is the installation 
of a G-U-T (Giesserei Umwelt Technik) secondary sand  
reclamation plant.

“We have invested significantly in upgrading our facilities 
and operational procedures in our Port Elizabeth facility, all in 
line with our long-term growth and cost reduction strategy. We 
are now in a position to leverage growth opportunities thus 
supporting local economic development and job creation, 
while at the same time having a positive impact on the  
environment,” said Gavin Dyer, Regional Managing Director of 
Weir Minerals Africa at the inauguration of the new secondary 
sand reclamation plant.

“Core to the company’s manufacturing strategy is the  
application of lean and environmental principles which serve 
to reduce all process waste.”

“This investment serves to improve the reclamation and 
reusability of the sand employed in the moulding process, thus 
reducing the impact on the environment whilst improving the 
quality of the product at substantially reduced production 
costs. As part of the casting process, chromite sand is added 
to furan sand for moulding purposes. The subsequent build-up 
of chromite sand in the furan sand not only leads to quality 
issues but also limits the reclamation and reuse of the sand. 
The new plant processes have been introduced to improve the 
reuse of the sand, including scrubbing the resin from the sand 
by attrition, as well as magnetic separation of the chromite 
sand from the furan sand.”

The new G-U-T secondary sand reclamation plant is a  
pneumatic conveyor system type that is operating at 14 tons 
per hour. The plant consists of three 70 ton silos that store the 
facing sand, reclaimed sand and new sand, cooler-classifiers, 
rotary scrubber and magnetic separator.

Local economic upliftment
“In support of the company’s philosophy of contributing to 

the economic upliftment of the communities in which it  
operates, fabrication work for the new sand plant was  
outsourced to local companies in the Port Elizabeth area.”

“Weir Heavy Bay Foundry not only contributes to the  
company’s requirements from a Weir Africa perspective, but 
also offers large, heavy casting services to third parties,  
notably the automotive industry.”

“Currently we have enough capacity and capabilities to  
fulfill most of Weir Minerals Africa’s requirements within the 
target range of the two foundries, as well as to continue  
servicing external clients, no matter what their request.  

The new G-U-T secondary sand reclamation 
plant is a pneumatic conveyor system type 

that is operating at 14 tons per hour

The plant also includes cooler-classifiers, 
a rotary scrubber and a magnetic separator

“Currently we have enough capacity and capabilities to fulfill 
most of Weir Minerals Africa’s requirements within the target range of the 

two foundries, as well as to continue servicing external clients, 
no matter what their request.”
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In Port Elizabeth we currently have capacity to produce  
up to 650 tons of castings per month, but intend ramping  
this up to over 1000 tons per month in the next three  
to five years. This would mean implementing a three shift  
system and thus adding to our existing 100 staff  
complement.”

“In our short period as owners of Weir Heavy Bay Foundry 
we have implemented many different staff training courses, 
either managed internally or attended externally. Additionally 
we have trained 10 apprentices as moulders and are  

about to have a further intake of 10.”
“With our recent OHSAS 18001, ISO 14001 and  

ISO 9001 accreditation and the installation of the new  
secondary sand reclamation plant, coupled with all the  
previous improvements and investment to upgrade the  
facilities to world-class standards, we are proud to say that  
this facility in Port Elizabeth now stands out amongst the  
Weir Group. 

For further details contact Weir Heavy Bay Foundry on  
TEL: 041 461 1407 or visit www.minerals.weir

A casting in the fettling bay,
which has also seen a major upgrade

Machined castings ready 
for delivery
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NI-Foundry, the foundry division 
of Naledi Inhlanganiso Group, 
has taken delivery of two charge 

machines that will feed two new ABP 
furnaces semi-automatically that are 
currently being installed in the foundry. 
The investment in the equipment is 
part of an approximate R100 million 
investment programme in the foundry, 
formerly known as Guestro Casting and 
Machining, and has origins dating back 
to 1947.

“Our focus has been primarily 
on the automotive industry in recent 
years, supplying SABS approved 
castings to the OEMs and others. With 
the major investment in equipment 
and processes that we are currently 
implementing, which includes increasing 
our melting and moulding capacities, 
we will aggressively be pursuing other 
automotive components and diversifying 
into additional areas such as the rail, 
mining and energy market sectors,” 
explained Group CEO Pieter Du Plessis. 

“We have been concentrating on upgrading our horizontal 
moulding line, which has seen a complete overhaul and 
refurbishment to bring it in line with modern casting 
practices.”

“The mandate has been to increase our melting and 
moulding capacities in the foundry. The majority of castings 
are manufactured on the GF horizontal moulding machine that 
has been in operation at the company since 1982. Various 

upgrades to the machine and the original sand mixers and 
coolers have been implemented over the years, but it still 
left the GF far short of what it is capable of and should be 
producing.”

“The line has been servicing 60 to 80 moulding boxes an 
hour and the goal was to increase this to at least 120 to  
140 boxes an hour. We will have the melt capacity so there is 
no reason why we should not achieve these targets.”

“However, the conditions have to be perfect in all aspects 
of the production process. We knew that 
we had under performing areas and to 
achieve our desired targets we would 
have to address them. These included 
the GF horizontal moulding machine 
itself, the sand mixers and coolers and 
the melting and pouring operations 
as well as upstream and downstream 
processes.”

“In phase one we completed the 
upgrade of the GF horizontal moulding 
machine that includes more robust 
hydraulics, a simplified and enhanced 
state-of-the-art PLC electrical control 
to enable consistently high output 
of castings, a new Convitec 50 ton 
per hour return sand cooler, an 
updated control system hardware that 
enables straightforward presetting 
and adaptation of all production 
parameters for fast pattern change, 
without compromising speed or quality. 
The cope and drag moulding machines 
were upgraded so as to speed up the 
delivery of the moulding boxes/flasks 
and the belting system, including those 

Cyrus delivers two charging machines 
to NI-Foundry

The mobile chargers are fed by means of the existing charging bay crane with a 
charge make-up of black scrap or casting returns. The black scrap has a bulk density 
of 1.1 t/m³. The charging machine comes with a capacity of 11m³, which corresponds 

to a load-carrying capacity of 12 tons

The FC 12 T charging machines manufactured by Cyrus GmbH Schwingtechnik, who are
based in Recklinghausen, Germany, which serve to feed the furnaces semi-automatically
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that transport the green sand, all went through a complete 
overhaul.”

“The next step in the upgrade project was to look at the 
quality of our sand. The quality of the surface finish on your 
castings, without pitting and tear-offs, is only as good as the 
quality of the sand that you deliver.”

“Then two original GF mixers were replaced with one 
DISA SAM 6/70 high speed mixer. The output of this mixer is 
now more than the original two. This was complimented with 
a DISA Multicontroller SMC, a fully automated sand mixer 
controller.”

“At the same time we installed an Endeco Omega CB 30 
coreshooter that is capable of producing horizontally and 
vertically split core boxes. The fully automatic 30-litre machine 
has not been installed to manufacture any specific core but 
will be deployed on demand. It has been automated with an 
overhead system that runs on a trolley shuttle that is linked to 
a new two ton an hour Endeco Omega continuous mixer that 
delivers the sand on demand.”

“Most of this part of the upgrade was completed by the 
end of 2015.”

“Phase two of the project that began earlier this year saw 
the introduction a new presspour furnace in the GF horizontal 
moulding machine line. This ABP Induction Systems 11 ton 
pouring furnace Presspour® type OCC is used for holding and 
the automated inline pouring of ferrous and copper alloys.”

“Continuing with our improvement and process 
optimisation in the melting and pouring department we 
ordered two IFM 7 multi-function furnaces with twin-power 
systems from ABP Induction Systems that are currently being 
installed and should be operational soon.”

Cyrus charging machines
“This included ordering two FC 12 T charging machines 

manufactured by Cyrus GmbH Schwingtechnik, who are based 
in Recklinghausen, Germany, which serve to feed the furnaces 
semi-automatically.”

“The mobile chargers are fed by means of the existing 
charging bay crane with a charge make-up of black scrap or 
casting returns. The black scrap has a bulk density of 1.1 t/m³. 

The charging machine comes with a capacity of 11m³, which 
corresponds to a load-carrying capacity of 12 tons.”

“The machinery supplied by Cyrus also stands out with its 
user friendliness. The central control aisle allows both  
systems to be controlled by just one operator. This ensures 
maximum utilisation. Cyrus has further optimised important  
safety-critical details with its latest generation of machines.”

“Noise reduction while in operation has also been taken 
into consideration with a higher quality choice of material 
used along with the lining of the bottom floor of the charging 
bunker.”

“Furthermore, a footswitch is employed. By activating 
this switch the machine travel is interrupted immediately in 
order to avoid any obstructions caused by foreign objects 
and to protect persons in the area of the charging floor. The 
chargers are also equipped with a retainer flap that prevents 
unintentional material leakage.”

“Travelling charging machines consist of the travelling 
gear, the bin, a vibratory trough conveyor and electrical 
controls. These machines are designed to charge a wide 
variety and configuration of furnaces. Being rail-borne, they 

can travel longitudinally, 
transversally or in combined 
directions as is required. 
Optionally, one or several 
melting furnaces can  
be charged with one 
machine.”

“R11 million worth of 
moulding boxes/flasks  
have already been 
manufactured and  
delivered to us. These  
will be incorporated into  
the process once the 
melting and pouring 
upgrade is completed.”

“Further enhancements 
that will take place in the 
foundry will include a  
new dust extraction and 
filtration system, complete 
with all the ducting.” 

For further details 
contact the Naledi 
Inhlanganiso Group  
on TEL: 011 845 1546 or 
visit www.ni-holdings.co.za

 Noise reduction while in operation has also been taken into 
consideration with a higher quality choice of material used along 

with the lining of the bottom floor of the charging bunker

The ABP Induction Systems 11 ton pouring furnace Presspour® type OCC
is used for holding and the automated inline pouring of ferrous and copper alloys
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The future of recycling is looking ever more attractive with 
machines soon to grace the country that swallows up 
recyclable plastic 

bottles and aluminium 
cans and then spew out 
financial rewards.

The iRecycle is 
a reversible vending 
machine designed to 
encourage people to 
recycle by paying them for 
doing so.

Every time you place 
a bottle into the iRecycle‚ 
the machine gives you one 
green loyalty point in the 
form of a receipt.

The iRecycle has an 
interface that allows you 
to register either your 
cellphone number or email 
address. A free application 

that can be downloaded from the Google Play store or Apple 
store then links the information to your profile‚ allowing you to 

accumulate points.
“Fifty green loyalty 

points will equate to a 
R100 voucher‚ which you 
can redeem as airtime‚ 
online gift cards‚ movie 
tickets or shopping 
vouchers‚” said Mfundo 
Mkhize‚ project manager 
of Emvelo‚ which is 
behind the initiative.

This type of initiative 
is the first of its kind in 
Africa‚ said Mkhize.

He said they were 
looking to roll it out at 
universities first before 
allowing the rest of the 
country to experience the 
future.

Machines that reward you 
for recycling
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The Industrial 
Development 
Corporation 

(IDC) should dump 
Scaw Metals and 
Foskor as they are 
“albatrosses around 
its neck”‚ the 
Democratic Alliance 
said recently.

“It has emerged 
that the IDC’s profits 
fell by 87% from 
R1.65 billion in 
2014/15 to  
R223 million in 
2015/16‚” said  
the party’s  
Michael Cardo.

He said 
steel producer 
Scaw‚ “which is 
74%-owned by the 
IDC‚ posted a loss  
of R1.1 billion‚  
while the 
agrochemicals 
group Foskor‚ which 
is 59%-owned by the 
corporation‚ lost R568 million.”

Cardo wants the IDC summoned before Parliament’s 
portfolio committee on economic development “so that it 
can account for its financial losses and present a turnaround 
plan.”

“We cannot afford to have it go the way of South Africa’s 
other public enterprises‚ which are money-guzzling sinkholes‚” 
he said.

It was time “for the entity to rid itself of Scaw and Foskor. 
They are albatrosses around the IDC’s neck. Several parties 
have already expressed interest in purchasing Scaw‚ following 
the IDC’s call for expressions of interest in October last year. 
Almost a year on‚ the IDC needs to report back on progress 
towards a sale.”

IDC CEO Geoffrey Qhena said several interested parties 
had already expressed interest in Scaw, or parts thereof, 
following its call for expressions of interest. Qhena said it was 
premature to offer a firm timeframe for the conclusion of a 
deal involving Scaw, saying only that there should be  
greater clarity prior to the start of the group’s next financial 
year.

Economic Development Minister Ebrahim Patel indicated 
that he had directed the group to ensure that it found ways 

of placing Scaw, as well as phosphate miner Foskor, on a 
commercially sustainable footing. Anglo American, which 
declared Scaw noncore in 2009, sold its 74 per cent stake 
to the IDC for R3.4 billion in 2012. Since then, the group has 
been buffeted by hostile market conditions, which have also 
rocked the entire domestic steel sector.

The other shareholders are Southern Palace, Izingwe and 
Pembani. 

New R160 million high-volume moulding line 
commissioned

Markus Hannemann, CEO of Scaw Metals said in his 
annual report that: “The full year ended March 2016 has 
largely been a continuation of the tough trading environment 
experienced in the prior year.”

“Scaw recognised the need to adapt the business in line 
with a changing and increasingly competitive world. As such, 
we embarked on a group-wide restructuring process in August 
2015, while continuing to invest in the future sustainability of 
the business.”

“As advances in production efficiency remain a priority, we 
commissioned a new R160 million high-volume moulding line. 
This investment boosts Scaw’s position as a global competitive 
manufacturer, particularly for foundry products.”

IDC and Scaw Metals 
on DA’s hit list

Scaw Metals spent R176 million (FY15: R288 million) 
on capital expenditure during the period to maintain, improve and expand 

production capacity. 

 Inside Scaw’s Union Junction foundry
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“The restructuring exercise is now complete. With a 
leaner structure, the business is better equipped to meet the 
challenges of a changing world.”

“Commodity prices have remained at unprecedented 
lows, impacting industries beyond the commodity producers. 
Slowing growth from China has dampened demand for 
all major commodities. With Chinese demand fading, the 
competitive dynamics of steel products have increased 
significantly, as Chinese producers upped their focus on 
exports. The turmoil of FY16 has certainly taken its toll on the 
industry.”

“Scaw’s business 
divisions reflected a 
mixed performance 
given the company’s 
diverse products and 
markets. Locally,  
private and public  
sector demand 
remained subdued, 
with few significant 
infrastructure projects 
coming into the 
market. The dire 
situation in the mining 
industry witnessed the 
curtailment of spend to 
the essentials.”

“Despite intense 
competition, Scaw has 
managed to retain its 
market share for the 
majority of its product 
range by offering a 
competitive  
combination of  
price and service  
levels to compete 
against imported 
products.”

Transformation
“Transformation 

is one of the strategic 
pillars Scaw has 
identified as essential 
in developing a 
sustainable  
business.”

“The introduction 
of the stricter revised 
B-BBEE codes has 
seen many businesses 
regress from their level 
rating as they  
embraced the new 
requirements. 
Conversely, Scaw’s 
strong resolve and 
commitment has 
seen Scaw leap to an 
outstanding level 2 
rating under the new 
codes.”

“Scaw’s training 
school and programmes 
continue to impart vital 

skills to our employees while additionally providing much 
needed skills and experience in the form of apprenticeship, 
learnerships and internships to some 482 youngsters.”

“In the broader social context, Scaw is committed to 
making a change. Our enterprise and supplier  
development programmes are of the highest quality and 
our improved B-BBEE level 2 rating bears testament to this 
achievement.”

For further details visit www.scaw.co.za or  
http://financialresults.co.za/2016/scaw_ir2016/ceo-report.php 
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Steelmaker ArcelorMittal has agreed to pay a R1.5 billion 
fine for illegal price fixing in South Africa, the country's 
competition watchdog has announced. The penalty is 

payable over five years as from 2017. The instalments are to 
be no less than R300 million per annum.

ArcelorMittal has also committed to capital investment 
of at least R4.6 billion over the five-year period subject to 
it being affordable and feasible in the light of the financial 
circumstances. AcerlorMittal said in the light of the vulnerable 
state of the steel industry and the position of the company, no 
interest will be levied on the administrative penalty for the first 
18 months from the date on which the settlement agreement 
is made an order of the tribunal. Thereafter interest will be 
levied on the remaining outstanding balance at the prevailing 
interest rate prescribed by the minister of finance - currently 
10.5%.

The Competition Commission launched a probe into  
steel producers in the country in 2008 following concerns 
around high steel prices, and found that the company  
colluded with its competitors in "fixing" prices and allocating 
customers.

The company "admits having been involved in the 
long steel and scrap metal cartels, and agrees to pay 
an administrative penalty of 1.5 billion rand," it said in a 
statement.

The local unit of the company will pay the fine in  
five annual installments of at least 300 million rand each.

The South African government said it welcomed the 
punishment of the country's largest steel maker in  
what it ranked the "largest single" fine imposed so far  
against an individual firm by the competition  
authorities.

"The action by the competition authorities is part of a 
crackdown against abuse of market power and price-fixing  
that undermines the performance of the economy,"  
Economic Development Minister Ebrahim Patel said in a 
statement.

The watchdog's chief commissioner Tembinkosi Bonakele 
said the "penalty sends a strong message of deterrence and 
is an important milestone in the Commission's enforcement 
against cartels."

ArcelorMittal South Africa is the continent's largest steel 
producer, supplying more than 61% of the steel used in 
Africa's most industrialised country.

ArcelorMittal noted that it has made no admission 
regarding the excessive pricing complaint and the  
commission has made no finding in this regard.

“Notwithstanding, in the light of the previous concerns 
regarding pricing and the company’s commitment to work  
with the government and all stakeholders to contribute to  
the growth of South Africa’s economy, the company has 
agreed to a pricing remedy for local flat steel products,”  
said ArcelorMittal.

In terms thereof the company will, for a period of five 
years, not be permitted to earn an “earnings before interest 
and tax” margin percentage greater than 10% relating to  
flat steel products sold in South Africa over a 12-month  
period as measured over the company’s financial year. 
However, ArcelorMittal will be permitted to exceed the  
10% cap up to a maximum of 15% in certain defined 
circumstances.

“The agreement makes provision for monitoring by the 
commission, which will allow for ongoing engagement  
and the sharing of information, as well as the opportunity to 

engage if there 
is a significant 
change in the 
economic, financial 
and market 
circumstances,” 
said ArcelorMittal.

“The company 
has been proactive 
and various 
interventions  
have already  
been implemented 
within the  
company to  
ensure that there 
is more vigilance to 
guard against such 
conduct happening 
again.”

This includes an 
enhanced training 
and compliance 
programme as 
well as ongoing 
enhanced 
communication.

ArcelorMittal pays the price 
for fixing 
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Six years, R6.7 million and a royal stamp of approval  
later, a larger-than-life statue of Zulu monarch  
Shaka kaSenzangakhona will finally see the light of day.

The five metre bronze sculpture was to be erected at 
Durban's King Shaka International Airport on September 17, 
royal household spokesman Prince Thulani Zulu said in a 
recent TimesLive article.

Zulu declined to give details of the statue, but said it 
was modelled on the only recognised portrait of Shaka in 
existence, an 1880s drawing that shows him standing proudly 
upright, with a spear in his right hand and a massive shield in 
his left.

The statue has yet to be fully assembled, but is nearing 
completion. Recently, Sunday Times saw parts of it, including 
the legs, at the Goodwin Foundry in the KwaZulu-Natal 
Midlands. The arms will be about 1.7 metres in length.

The effigy by South African artist Peter Hall is said to have 
cost R3.5 million.

This is the second statue of the monarch to be installed  
at the airport. The first, which cost R3.2 million and was 
crafted by Andries Botha, was pulled down in June 2010,  
just three weeks after it had been unveiled after complaints 
that it made Shaka look more like a herd boy than a fierce 
warrior.

At the official unveiling, King Goodwill Zwelithini grimaced 
at the Botha statue.

Hall, who was hired to sculpt the second statue,  
and foundry owner Kim Goodwin were working on the  
pieces.

Both declined to discuss the project, which they said was 
under the auspices of the office of KwaZulu-Natal premier 
Willies Mchunu.

Vusi Shongwe, who is managing the project, also said  
he was not authorised to comment until the statue was 
installed.

Botha said his rejected artwork - which cost taxpayers 
more than R11 000 to pull down - was last seen in a 
basement at the Dube Trade Port complex.

Botha has vowed to protect the artistic integrity of his 
statue, which included several cattle.

He maintains that although he was paid for the work, it 
may not be interfered with. At the moment the cattle part of 
the work is still on display at the airport.

Zulu said King Zwelithini was happy with the new version. 
"He was part of it. He went there [to the artist], he saw how it 
was started, saw models and so on.”

"We are happy with it. It's about to be finished and it is due 
to be unveiled on September 17," he said.

Zulu said that in the first statue, Shaka appeared to  
have been modelled on actor Henry Cele, who was  
famed for his portrayal of the monarch in the TV series  
Shaka Zulu.

King Shaka to rise again, more manly this time
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The implementation 
and verification of 
compliance with 

government’s local 
designation rules across 
both public and private 
sectors is pivotal to the 
success of the policy, says 
Peter Thomson, Director, 
AVK Holding Southern Africa 
(Pty) Ltd.

 AVK Holding Southern 
Africa is a manufacturer 
of valves for the water, 
waste water, mining, 
industrial, gas and fire 
protection markets. The 
company emerged from 
Premier Valves Group (PVG) 
when the Danish valve 
manufacturer AVK acquired 
a majority stake in 2014.

 “Local designation 
rules apply specifically 
to government and 
state-owned companies, 
although compliance 
does not necessarily flow 
automatically. However, for 
private sector organisations that can be quite vocal about the 
need for supportive industrial policy, voluntary compliance 
with local content designation should be a priority,” says 
Thomson.

 “This is essential because success begins in the 
specification stage where we need engineers, designers and 
procurement departments to ensure that they explicitly specify 
the requirement for local content of 70%. There is already a 
Local Procurement Accord in place through NEDLAC, and we 
trust that businesses will adhere to it.”

 AVK Holding Southern Africa completed the establishment 

of a new valve manufacturing facility in Alrode in response to 
government’s drive to support manufacturing development 
by specifying the percentage of local content required when 
government entities and state-owned companies procure 
certain products.

 Since July 2014, AVK Southern Africa Holdings has 
created 114 jobs, 84 of them for artisans, across the 
company’s value chain.

 “Local content designation has already seen a boost in 
investment and job creation in a number of sectors including 
clothing and textiles and bus and locomotive manufacture. 

Success of local content designation 
depends on active support by public and private sectors

Product manufactured and installed by 
AVK Southern Africa Holdings

A large body being machined in the 
company’s machine shop

AVK Southern Africa Holdings is investigating using the lost foam process 
to manufacture components in future



However, sustainable long-term success of local content 
designation needs not only public sector compliance but also 
active private sector support,” says Thomson.

 The Valve and Actuator Manufacturers Cluster of  
South Africa (Vamcosa), announced earlier this year that it is 
supporting the dti’s compliance efforts by monitoring tenders 
to identify those that do not specify 70% local content and 
tenders that are awarded to companies not compliant with  
the policy.

 AVK Southern Africa Holdings investment includes a  
1 200m² training facility, 4 500m² of office space and  

logistics and warehouse space of 2 000m².
 “This new AVK factory is dedicated to manufacturing  

AVK products that previously had to be imported from 
Denmark and other countries. We have changed the layout, 
improved the engineering process and have invested in 
computer numeric controlled machines. AVK also has  
shot-blasting and coating facilities, right to the back end of 
the factory, which has been completely overhauled,” says 
Thomson.

 He adds that the investment has enabled AVK to  

achieve the scale and capacity to meet not only South  
African requirements but also expand in the sub-Saharan 
market.

 “We have recently mobilised an export sales team and 
they are looking at target markets reaching into Southern 
Africa.”

 AVK hopes to train 1 500 people this year in its Academy. 
This Academy will offer training to non-AVK employees from 
across the company’s value chain. The training will include 
people with varying levels of experience in order to support 
skills development at all levels.

 The core aim of the training programmes is to help 
employees and industry to understand how to consult and 
install the range of valves correctly.

 “When we are called out for repairs we invariably find 
that the valves are not installed according to AVK standards. 
Instructors will replicate real-world conditions in the training 
programme that should reduce problems relating to incorrect 
installation. We believe high-quality training and supervision 
will enable us to deliver solutions rather than products alone,” 
says Thomson.
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AVK hopes to train 1 500 people this year in its Academy.
This Academy will offer training to non-AVK employees from across the

company’s value chain. The training will include people with varying levels of 
experience in order to support skills development at all levels
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During the month of August 2016, 
South African foundry equipment 
manufacturer Lauds Foundry 

Equipment hosted three management 
representatives from Vulkan 
Technologies, India. They were in  
South Africa to take acceptance of a 
major capital equipment investment 
for the non-ferrous section of their 
foundry that is based in Pune, a city in 
Maharashtra state in the western region 
of India which is India's third-largest  
state by area and is also the world's 
second-most populous sub-national 
entity.

“Despite the high level of competition 
from several international suppliers, after 
careful analysis and a lengthy decision 
making process, Lauds was awarded the 
contract,” explained Kevin van Niekerk, 
MD of Lauds Foundry Equipment.

“Our visitors came with the purpose 
of doing a detailed inspection to verify 
that what we had quoted was going to 
be supplied. The audit lasted for around 
four days where our equipment was 
scrutinised from a design, quality and 
durability point of view, in the utmost detail, going as far as 
measuring plate thickness with verniers.” 

“Performance tests were done and measured, and I 
am happy to say that the Lauds equipment exceeded in 
throughput quality design and simplicity of manufacturing.”

“During their stay, the Vulkan team witnessed numerous 
other successful local installations done by Lauds, and had 
the pleasure of discussing our equipment with the production 
and maintenance staff as well as some of the owners of our 
clients’ foundries. They discussed their areas of concern 
regarding responsiveness to machine breakdown or repairs, 
spares availability and technical backup. We were proud to say 
that we had extremely good feedback in all areas.”

“This is a major milestone for Lauds Group of  
Companies as it is not only our first contract into India but 
Vulkan Technologies is a multinational company that have 
operations in India, Germany, Australia and South Africa and 
supply high tech quality products into the marine and mining 
sector.”

“With this investment, Vulkan Technologies will have 
a state-of-the-art no bake system, which includes primary 
reclamation, our patented secondary reclamation as well as a 

new 12tph screw articulate mixer that is equipped  
with the latest technology for throughput, control blending, 
auto calibration and temperature sensitive automatic 
blending.”

“This will be our flagship installation in India. Vulkan have 
expressed their excitement and they stand by us in providing 
actual product and equipment feedback into the industry, 
allowing us to share the success story that will come to other 
potential investors in India and the rest of Asia.”

“Many foundries in India look at Vulkan Technologies as 
a high level, cutting edge foundry and word of mouth is more 
powerful than any tool. They are available to any potential 
customers to discuss and review our equipment that we have 
manufactured and installed in their foundry.”

“Having Foseco India as our partners will ensure the 
growth of Lauds Group of Companies for many years to come, 
and the relationship of all involved with Lauds equipment 
is growing day by day. We are committed to our product and 
delivering superior quality equipment into the foundry industry 
going forward.”

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

Lauds passes equipment acceptance audit 
with Vulkan Technologies
Export order boosts local company’s presence in Indian foundry industry.

Santosh Bhagwat of Foseco India, Laxman Wagmare and Kundan Shivade, 
both of Vulkan Technologies, Kevin van Niekerk of Lauds Foundry Equipment and 

Krishnadeo Gole of Vulkan Technologies

“Performance tests were done and measured, and I am happy to say 
that the Lauds equipment exceeded in throughput quality design and 

simplicity of manufacturing.”





Manuel Bosse, an environmental and energy management 
expert with the BDG-Service GmbH in Düsseldorf, 
Germany was not very complimentary in a recent 

interview he gave to Casting Plant & Technology and published 
in the German Foundry Association quarterly publication.

When asked the following “South African foundries have to 
cope with high scrap rates and their energy use is often very 
inefficient, what was your impression of the situation during your 
visits to South Africa and what has EffSAFound achieved in this 
respect?” he answered:

“Until 2008, the foundries in South Africa had benefited 
very much from low energy prices. Between 2008 and 2011, 
the utility company Eskom raised the electricity price every year 
by 20 per cent. At the same time, the foundries were required 
to reduce electricity consumption by 10 per cent. The melting 
furnaces and moulding equipment in the foundries are quite old. 
Power consumption had never been an issue. Furnaces used to 
be operated without closing the covers and the practice of ladle 
preheating was the exception and, if practiced at all, it was done 
by means of molten metal.”

“95 per cent of the furnaces in South Africa are powered by 
electricity. All of a sudden, foundry operators were faced with the 
situation that they had to save energy. Since 2010, there has 
been a rise in investments in modern equipment. This perfectly 
coincided with our joint project, which was kicked off in May 
2013. Energy and material efficiency were exactly our areas of 
focus.” 

“When foundries replace their obsolete equipment or start 
to simulate their processes, quality will improve automatically. 
Since 2013/2014 the issue of material efficiency has also been 
moving in the focus of attention. It had been common practice 
to simply dump used foundry sands, but the foundries were 
faced with constantly increasing dumping costs. We made the 
foundry operators aware of the possibility of recycling the sands 
30 or even 40 times. We did this by presenting suitable products 
and explaining that the efficient use of material and energy also 
provides economic advantages.” 

“The local foundries are very much under pressure. Since 
2005, the number of foundries has shrunk from 270 to 170, 
due to cheap castings imported from China sold on the  
South African market.”

Bosse elaborated further when it was put to him that the 

skills of personnel in South African foundries leave much to be 
desired and has EffSAFound been able to render support in this 
respect? 

“According to a survey 70% of the people working in South 
African foundries have never gone to school or only have basic 
education. This makes training and further education very 
difficult. One has to resort to illustrations and videos to train the 
people. Only 25% have a school-leaving certificate. Those are 
usually the supervisors.” 

“They do their best to train the workers, but it’s a hard job. 
And, finally, there are 5% with a university graduation. Those 
hold the managing positions in the foundries.” 

“Since 2010, all institutions in South Africa related to the 
foundry industry have been joining forces to promote education 
in the foundries. For example, the University of Johannesburg 
has set up a programme dedicated to bringing more coloured 
and black people into management positions.” 

“For example, all engineers graduating from the University 
of Johannesburg have spent a semester at a foreign university, 
for instance in Freiberg, Germany, and more and more of them 
occupy leading positions in South African foundries. In order to 
train those 25% of the workers with a school-leaving certificate, 
the German Society for International Cooperation (GIZ) has 
opened a training foundry near Johannesburg, where most of 
the foundries of the country are located.” 

“Every year between 20 and 40 young people are trained 
there to be head melters, mouldmakers and machining 
specialists. With this approach, the Society has introduced the 
classical German model of dual apprenticeship in the country.” 

“We have supported this programme by providing teaching 
material and know-how. To reach those workers who have 
no school education at all, we have introduced a software 
programme that Heger Pro uses in quality management. We 
have translated the software into English and added the topic 
of energy management. In the staffrooms of the foundries, the 
software runs on a display. Thus the workers learn from pictures, 
for example, showing a furnace with an open cover versus one 
with a closed cover.”

EffSAFound2 is a joint German-South African project 
dedicated to improve energy and resource efficiency in South 
African foundries. The project ran from May 2013 until  
October 2015. 

BDG-Service expert scathing 
of South African foundries



Mike Whitfield, the President of NAAMSA and Managing 
Director of the Nissan Group of Africa, painted an 
encouraging picture of the future of the South African 

motor industry when he was one of the keynote speakers at  
the CAR Conference recently. He spoke on the topic:  
“The automotive industry in 2020 and beyond; moving with  
the times.”

The biennial motor industry conference was co-located with 
the SA Festival of Motoring at Kyalami.

Besides his comments on the SA industry, Whitfield was 
also able to give an insight into the industry in Africa following 
a recent visit to Nigeria as a member of a delegation from the 
African Association of Automotive Manufacturers (AAAM).

He stressed the importance of the local motor industry’s 
contribution to South Africa’s overall economy where it 
accounts for 7.5% of GDP and a massive 33.5% of the country’s 
manufacturing output. South Africa now ranks 21st in the world 
in terms of annual vehicle production, but this figure of 650 
000 units manufactured locally last year accounts for only 0,7% 
of total global output. The industry objective is to lift this to 1% 
by 2020.

Whitfield said the business environment currently was both 
tough and complex, with macro economic factors such as high 
interest rates, a weak rand and ongoing fluctuations in the fuel 
price. Other major influencers affecting the industry were rapid 
advances in technology, new players in the automotive industry 
such as Uber, Google and Tesla, as well as changing consumer 
behavioural patterns.

“Fortunately we enjoy ongoing support and stimulation 
from the Department of Trade and Industry (dti), highlighted 
by the Automotive Production and Development Programme 
(APDP), which runs to 2020, and its predecessor, the Motor 
Industry Development Programme (MIDP), both of which have 
contributed to the local motor industry’s growing international 
competitiveness.”

“These programmes have resulted in huge amounts of 
capital investment over the years, including R24 billion between 
2011 and 2015, with R7.6 billion slated for investment this 
year,” said Whitfield. 

“The focus on efficiencies has also resulted in the number 
of vehicle platforms manufactured in South Africa being slashed 
from 42 in 1966 to only 12 in 2016.”

Already the dti has appointed a technical team to assist in 
the development of a post 2020 master plan aimed at ensuring 
the long term sustainability of the industry in terms of policy 
and support mechanisms. Other objectives are to increase 
investment, production and exports while creating more job 
opportunities.

In view of Nissan’s extensive involvement in the 
development of electric vehicles it was understandable that 
Whitfield focused on this form of alternative power when 
discussing the rapidly changing landscape in terms of vehicle 
technology. Although the take up of electric vehicles has been 
slow in South Africa, Whitfield says he believes the expanding 
network of charging stations being established jointly by Nissan 
and BMW will increase sales of these vehicles in the future.

Whitfield presented some interesting views on the growth 
of alternative mobility options with changing vehicle ownership 
patterns, shrinking dealerships, virtual sales, an emphasis on 
low cost fleet servicing and the ongoing development of mobility 
technology by the OEMs.

Whitfield, in his position as Vice Chairman of AAAM made 
interesting observations in his presentation about the situation 
of the motor industry in the rest of Africa. He said there were 
challenges in terms of unclear automotive policies, high levels 
of ownership of vehicles by fleets, strong used car markets 
together with large numbers of so-called grey imports, while 
finance to purchase vehicles was a major stumbling block due 
to the high interest rates charged.

However, there were also opportunities, including viable 
automotive assembly sectors, inter-regional trade, self-
sustainability and an entry into the global automotive industry,

Whitfield summed up by saying that for the South African 
motor industry to flourish until 2020 and beyond it was vital 
that all the players moved with the times in terms of innovation, 
new thinking, finding creative solutions and different ways of 
doing things.

NAAMSA President 
paints encouraging picture of future  
for local motor industry
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Just over a year ago Umgeni Iron Works was 
acquired by Malvern Engineering Works, a 
South African general engineering company 

servicing the mining industry and Minco Tech an, 
an Australian based mineral processing and mining 
equipment manufacturing company based in 
Newcastle NSW, in a 50/50 joint venture.

The foundry, which is one of the oldest 
foundries in South Africa, produces castings for a 
number of industries and has a production capacity 
of 8 000 tons per year, made up of cast iron,  
steel ,high chrome iron, manganese steel and 
stainless steel .

“Umgeni Iron Works, which is located in  
Sea Cow Lake Road, Umgeni, KwaZulu Natal,  
was owned and managed by the Rice family for  
40 years with Gavin Rice being at the helm for 
the last 28 years. When Gavin decided to retire 
both his sons had already established successful 
careers and would prefer not to continue the family 
interest in the business, he therefore decided to 
sell,” explained current MD Lee Bridges.

“The acquisition by Malvern Engineering Works and 
Minco Tech was a strategic decision by the two companies,  
both of which have extensive exposure to the mining industry, 
to guarantee a continued supply of quality castings.”

“The transfer of ownership has been a smooth transition 
that has seen a family run business now transform into 
one that will in future have a broader introduction into new 
markets, both locally and internationally, while still maintaining 
its traditional local market.”

“We have already begun to implement changes on the 
production floor, and have also added a new pattern 
store to house the 15 000 patterns that we have on 
site.”

“On the product side we are increasing our 
exposure in the sugar industry, and if certain projects 
come to fruition we are going to have to increase our 
melting capacity.”

Malvern Engineering Works
Malvern Engineering Works was established in 

June 1947, as a general engineering business, servicing 
the mining industry. Over the years the company expanded, 
manufacturing a wide range of products such as sheave 
wheels, heavy media drum separators, medium and low 
intensity magnetic separators (for ore concentration), 
suspended electro and permanent magnets, cyclones, sieve 
bends and sampling systems. In house designing of equipment 
started in 1980.

The company entered into strategic alliances with 
Ludowici (later acquired by FLSmidth) in 1996 for licensed 
manufacturing of fine and coarse coal centrifuges and with 

Minco-Tech, 
Australia for 
heavy media 
and classifying 
cyclones in 2007. 
Malvern has sales 
agreements with 
Phoenix Process 
Equipment Co, 
Huzhou Hehui 
Machinery Co. Ltd  
and Shandong  
Haute Magnet 
Technology Co.

Malvern 
Engineering has  

seven group companies under its umbrella including Ingwenya 
Mineral Processing, Wedge Wire Industries, Schumar 
Engineering, Minco Malvern Process Equipment Company, 
Malvern Mozambique and Umgeni Iron and Steel Works.

Minco Tech
Minco Tech, a 100% Australian owned and operated 

company, have been designing and manufacturing mineral 
processing and mining equipment since 1978 and have been 
supplying their products into the Australian, South African, 
Indian and US markets. 

Umgeni Iron Works acquisition 
transforms smoothly

Ray Roberts Photography

Ray Roberts Photography

Ray Roberts Photography



Umgeni Iron Works
Umgeni Iron Works started life in the late 1890's as 

"Umgeni Engine Works, Foundry and Forge" and operated in 
the premises of an old cotton mill on the southern bank of the 
Umgeni River, some half a kilometer from the present site. 
In January 1919, Umgeni Iron Works was established under 
the "Old Firms Act" and took over the assets of the original 
company. Manufacturing at this time consisted of grey iron 
castings for farming, ship repair, brick making and general 
engineering applications.

 The need for development capital resulted in Umgeni Iron 
Works becoming a limited liability company in 1938, with a 
number of new shareholders. Of these, Coronation Brick and 
Tile Co. acquired a substantial interest, and other shareholders 
were also customers, some of whom to this day continue to 
support the company with their valued orders. In the same 
year, the foundry was relocated to its present site north of the 
Umgeni River, and facilities were updated and developed to 
increase capacity, in size of casting, and volume of production. 
Further progress was made in 1961 with the installation of 
a large sand mill system for green sand, which enabled the 
company to undertake volume repetition orders, but these 
were still restricted to grey iron produced by cupola melting. 

The year 1978 saw a major step forward, with the 
installation of a 500 kilogram coreless induction furnace. This 
was supplemented by an optical emission spectrometer for 
rapid chemical analysis of metals, and enabled the production 
of high quality alloy irons, ductile irons, carbon and low alloy 
steels and high alloy stainless steels.

More recent developments include the change in 1982 
from CO2 process to furane resin sand for jobbing work, and 
the move from cupola melting to electric induction melting 
with the installation of 3½ ton and 2 ton furnaces in 1983 
and 1989. The company now serves the sugar mills, mines, 
shipping brick works, smelters, general engineering and 
metallurgical industries with a full range of 89 different 
specifications of ferrous castings, up to 8 tons in grey 
iron and SG iron, 4 tons in steel stainless steel. Facilities 
include patternmaking and machining that is undertaken by 
subcontracting to appropriately equipped companies in the 
greater Durban area.

 In accordance with recent industrial developments, 
a policy decision was made to install a formal quality 
management system. This resulted in the achievement in 
1998 of an SABS listing for conformance to the International 
Standard ISO 9002 for quality systems, which is recognised 
worldwide. The listing has since been upgraded to ISO 
9001:2000 and subsequently to ISO 9001:2008.

For further details contact Umgeni Iron Works on  
TEL: 031 579 1361 or visit www.uiw.co.za

Ray Roberts 
Photography
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The restructuring of companies in financial distress is 
on the increase globally and, although the concept of 
business rescue has been in practice in many overseas 

jurisdictions, especially in the USA, for some time it is still 
relatively new to South Africa.

Chapter 6 of the new Companies Act first introduced 
business rescue to the South African legal landscape and was 
introduced into our law in May 2011. This chapter of the act 
allows those South African companies in "financial distress"  
or trading in insolvent circumstances to file for business 
rescue and, with the assistance of a business rescue 
practitioner, reorganise and restructure the business  
with the aim of returning it to a more stable and profitable 
entity.

However, with business rescue a relative newcomer 
to the South African legal system, there is often a lack of 
understanding regarding both its workings and the role 

practitioners play in assisting an ailing company in returning 
to health.

Attorneys Lawrence Whittaker (head of the commercial law 
department) and Henry Stubbings (commercial law attorney 
specialising in business rescue) at Cape-based law firm  
Herold Gie Attorneys, further explain this increasingly active 
area of law.

“A company may find itself in financial distress due to a 
conspiracy of circumstances which can be overcome, given 
time and careful management,” explains Whittaker.

“The business rescue process can now provide the 
company with the opportunity needed to reorganise and 
restructure its affairs, and to structure a payment scheme 
with its creditors, whilst also saving jobs (one of the more 
important considerations of the act) and allowing the business 
to continue trading as an economically contributing entity,” he 
says.

“The act also offers a ‘moratorium’ on legal proceedings 
or liquidation procedures against any company that is in 
business rescue. This has far reaching effects on creditors, 
financial institutions, shareholders, employees and 
restructuring specialists.”

What is the "test" for business rescue?
“The act defines the words “financially distressed” to  

mean that it appears reasonably unlikely that the company  
will be able to pay all of its debts as they become due and 
payable for the upcoming six months (commercial insolvency), 
or it appears to be reasonably likely that the company will 
become insolvent within the immediately ensuing six months 
(factual insolvency),” says Whittaker.

“One of the key criteria to qualify for protection is that 
it can be proven that the company has a fair chance of 
recovery.”

How is a company placed in 
business rescue?

“There are two ways in  
which a company can be  
placed in business rescue.  
When the board of directors 
resolves that the company 
voluntarily commences  
business rescue proceedings,  
or when an affected person 
makes a formal application 
to the High Court for an order 
placing the company under 
supervision and commencing 
business rescue proceedings,” 
says Stubbings.

What is an affected person?
“An affected person is  

either a shareholder,  
creditor, employee  
(or their representative) or 
a registered trade union 
representing employees of the 
company. Affected persons have 

various rights within the business rescue process and any 
of these affected persons can bring about business rescue 
proceedings,” continues Stubbings.

Success rates? Let’s look at strengths and weaknesses
“There’s no doubt that the business rescue regime of 

the new Companies Act is a significant advance over judicial 
management (the old Companies Act of 1926) and, since the 
drafters of the act looked far and wide at international best 
practice, it is probably as good as any business rescue regime 
anywhere in the world,” comments Whittaker. 

“That said, there is international evidence that only 5% of 
business rescue cases are successful. Whilst South African 
studies are still underway to determine the success rate of 
business rescue in the local context, there are estimates that 
this sits somewhere between 10% – 12%.”

“There are also other issues to deal with. These include 

Business rescue explained 
after two foundries claim "financial distress"
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tight (and sometimes unmanageable) timelines for discovery 
and reporting, and the potential for some directors to abuse 
business rescue due to the moratorium placed on creditors 
during the process,” explains Stubbings.

“The success of business rescue often also depends 
on the judiciary and 
the common sense 
interrogation of the 
conditions in which the 
company finds itself.”

Three steps to 
improving the rescue 
rate

Almost all 
commentators want to 
see an improvement in 
the calibre of business 
rescue practitioners. 
Banks cite issues in this 
regard as a reason why 
they are not prepared 
to advance funds when 
businesses go into 
business rescue.

Potential solution: 
Get the CIPC to raise 
standards for business 
rescue practitioners 
to be accredited as 
qualified. The CIPC has 
begun to do this.

Many of the 
businesses that went 
into business rescue 
should not have done 
so. 

Potential Solution: 
Get the business 
rescue practitioner (or 
independent specialists) 
to do an in-depth 
analysis of the business 
before commencing 
business rescue. Apart 
from directors, involving 
other stakeholders will 
improve this process. If 
this analysis supports 
business rescue, then 
it should be given the 
green light.

In the statistics 
given, many of the 
companies were poor 
candidates for business 
rescue and should 
have been liquidated. 
Thus, this process will 
enhance the potential 

for a successful business rescue. 
Financiers who fund companies in liquidation should 

become preferred creditors in the event of liquidation.  
This will encourage banks to be more amenable to taking  
the risk of lending to BR entities. 

“One of the key criteria to qualify 
for protection is that it can be proven that the company 

has a fair chance of recovery.”
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They’re a source of pride and joy when they’re draped 
around the neck of an athlete who’s trained for years to 
achieve their goal — they’re the medals of the Olympic 

Games.
But where do the medals come from? Produced by the 

Brazilian Mint, the 5 130 medals for the 2016 Olympic and 
Paralympic Games will be symbols of sustainability and 
accessibility as well as sporting excellence. The coveted prizes, 
which weigh 500g each, comprise 30 percent recycled silver 
and bronze while the ribbons are made from 50 percent 
recycled PET. Meanwhile, the gold medals are completely free of 
mercury.

The process of creating a single medal takes almost a full 
48 hours, involves more than 100 operators, and nearly 16 steps.

But the creation of the 5 130 medals for the Olympic and 
Paralympic Games is heavily guarded in secrecy.

“We had the whole project, the whole design, the whole 
material, everything here, but we can’t take pictures, or tell 
anyone,” said Victor Berbert, manager of metals at the  
Brazilian Mint.

For two years before the games, designers took the medal 
from the concept to the real thing.

First in the process, artists sculpted the goddess Nike with 
other details. Then, operators use that sculpture to create the 
mould. Once the mould is created, the medal can be cast into 
what top Olympians wear on the podium. Last up are the finer 
details — inscribing the name of every event into every medal.

The Olympic medal design includes the traditional laurel 
leaf while the Paralympic prizes feature engravings representing 
the “seeds of courage, persistence and development of the 
athletes.” As is tradition, the reverse side of the medal displays 
an etching of Nike, the Greek goddess of victory.

The gold medals are purer than ever, meeting sustainability 
criteria from extraction to refining, as well as meeting strict 

environmental and labour laws. 
They make use of recycled raw 
silver at 92.5 percent purity, 
coming from leftover mirrors, 
waste solders and X-ray plates. 
And 40 percent of the copper used 
in the bronze medals came from 
waste at the Mint itself.

The Olympic gold medal is 
instead made of silver and only 
plated with gold, or to be more 
precise: 494 grams of silver  
(92.5 percent) and 6 grams of gold.

The medals are created using 
a special mould at the Brazilian 
mint. This could have been made 
using a computer but for the Rio 
medals, sculptor Nelson Neto 
Carneiro crafted them himself over 

a two week period by hand to give him more control over the 
design.

The completed mould was then scanned into the computer 
and a cutting machine used to turn it into a metallic mould, with 
a microscope used for quality control.

Once finished, a press machine hit the mould. The Gold 
medals were then placed in a ‘bath of gold’ to cover them.

Olympic gold medals are arguably priceless in value, but 
the melted down value of a gold medal would be around £450 
($587). Silver medals meanwhile contain 500 grams of silver 
and melted down would hold a value of around £236 ($305).

However, the melted down value of the bronze medal  
would only be £2-£3 as it is made up of 475 grams of copper 
(95 percent) and 25 grams of zinc (5 percent). Brass rather than 
bronze is used as bronze would corrode over time and become 
green. 

Finally, the medals were packed up and shipped off to the 
Games, where medal creators got to see their finest work on 
display for the world to see.

“It was truly amazing to do that. When we see the complete 
and finished medals on the chests of the athletes, it’s amazing, 
fantastic for us.”

Why do athletes bite their gold medals?
Historically, people bite down on gold to check if it is real. 

Solid gold should be soft enough to leave teeth marks — 
whereas cheap knock-offs won’t. So given that the Olympic 
medals aren’t made of gold, biting the medal might seem a little 
pointless.

However, in recent years biting the medal has become a bit 
of a tradition so photographers will ask winners to pose with the 
medal between their teeth to get an alternative shot.

Were gold medals ever made of pure gold?
Yes, solid gold was used at games including and prior to the 

1912 Summer Olympic games in Stockholm, Sweden.

international news

Gold, silver and bronze
Gold, silver and bronze are what Olympic dreams are made of.  

However, the medals for the Olympic Games Rio 2016 have been made  
from extra special materials.
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The first custom-built steel foundry to be commissioned 
in the UK since the early 1980’s has been unveiled at 
AMRC Castings, which is part of Sheffield University’s 

Advanced Manufacturing Research Centre (AMRC)  
(www.amrc.co.uk). 

It consists of two Inductotherm air-melting induction 
furnaces with a combined melt capacity of 2.8 tons that  
are able to produce cast parts with a finished weight of  
1 300 kilograms. 

This £600 000 investment will allow AMRC Castings 
to conduct innovative research and product development 
projects in collaboration with its industrial partners. 

The opening of this new facility is a significant event for 
the UK foundry sector, according to AMRC Castings’ Ryan 
Longden: “Keeping the UK at the forefront of steel castings 
technology is the only way to ensure that the capability 
survives.” 

“It is our aim to support steel foundries at home in the  
UK and around the world — plus castings users wanting to 
push the boundaries of current castings processes.” 

“Using the new facility alongside our Mega-shell process 
allows us to put our technical expertise to full use and conduct 
pioneering research for the energy sector into producing  
cast-steel components that are more cost- and time-effective 
to manufacture.” 

Megashell is a ceramic shell moulding and casting process 
that provides improved dimensional accuracy and superior 
surface quality, compared to traditional sand-moulded 
castings. 

Combined with the new advanced steels casting facility,  
it means that AMRC Castings is the only UK organisation 
able to make a ceramic shell big enough for such projects, 
producing specialist cast components from duplex 4A steel  
in a one-piece ceramic mould. The new facility will also  
enable the advance of research into the composition of 
materials. 

Development programmes such as these will provide a 
knowledge bank of process and materials data, leading to the 
development of new material grades and optimised material 
chemistries for advanced castings.

UK’s first custom-built steel foundry 
commissioned since the early 1980s

The new steel foundry at AMRC Castings, Rotherham, England, is referred to as the first custom-built
steel foundry to be commissioned in the U.K. since the early 1980s
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ArcelorMittal, the global behemoth that swooped in and 
took over many of Northwest Indiana’s big steel mills after 
the domestic steelmaking industry collapsed, marked its 

10-year anniversary recently. 
“Steelmaking is our passion and it is this passion that 

will continue to drive ArcelorMittal for many years to come,” 
ArcelorMittal Chairman and CEO Lakshmi 
Mittal said in a statement. 

Mittal founded Mittal Steel in 1976, 
and it became the largest steelmaking 
company in the world when it merged with 
Belgium-based Arcelor in 2006. Mittal 
had swallowed up the former Inland Steel, 
LTV Steel and Bethlehem Steel mills in 
Northwest Indiana before that, creating a 
North American steel colossus. 

Today ArcelorMittal remains one of the 
largest employers in the region with more than 9 500 workers. 
Over the last decade ArcelorMittal has made 890 million tons of 
steel that’s been used in 160 countries around the world. The 
company estimated it has contributed more than $700 billion to 
the global economy. 

“Much has changed since that time and many of the 
past 10 years have been tough for commodity and industrial 
companies, including steel companies. But the logic of the 
merger is as sound today as it was in 2006 and I am convinced 
it helped us to navigate this highly challenging environment and 
remain the world’s leading steel and mining company,”  

Mittal said. 
ArcelorMittal has invented more than 

250 grades of steel after investing  
$2.5 billion in research and development, 
including the creation of new automotive 
steels at ArcelorMittal Global R&D in  
East Chicago, US.

“We have faced tough market 
conditions but in many ways we are a 
stronger company, better positioned for 
the future with world-class assets and 

a clear strategy that will enable us to outperform in all market 
conditions,” Mittal said.

ArcelorMittal is now the leading supplier of steel in all the 
major markets such as automotive, construction, appliances 
and packaging.

ArcelorMittal has invented more than 250 grades of steel 
after investing US $2.5 billion in R&D

On 1 August 2006, Arcelor and Mittal Steel merged to create the world’s leading steel 
company. Now the company is marking its 10-year anniversary.

Sarginsons Industries has used its sand and low pressure 
casting expertise to help an aerospace student deliver 
a final year project that pushes the boundaries of 

aluminium casting and aerospace technology.
Sarginsons Industries was approached by Coventry 

University student Saif Arif to sand cast a bell crank component 
for a control column to connect wings on military Harrier 
aircraft.

The 23-year-old re-designed the bell crank to demonstrate 
the component could be stronger and more efficient by 
hollowing out the product.

Sarginsons has a particular expertise in light-weighting 
automotive components and came to the student’s aid by 
designing a solution that allowed a totally hollow aluminium 

casting to be delivered.
Using design software to optimise the component, Arif 

explored whether it could be CNC machined. However, it 
became clear that wasn’t an option.

“I thought outside the box and started approaching local 
manufacturing companies. Sandcasting was one of my initial 
ideas as it seemed to accommodate this complex design and 
I’d heard of Sarginsons, researched the company and called 
them,” Sarif explained.

“I was seeing a dead end and needed some help, and 
thankfully Sarginsons was happy to help with the project and it 
went from there. There were a few adjustments which I had to 
make to the original design, but then Sarginsons worked their 
magic and that was that.”

After conducting real time casting simulations with its 
Magma software, Sarginsons was able to refine the design 
and manufacture a product that was 33% lighter than other 
aerospace bell cranks, helping Arif to attain a first class mark.

To Sarginsons’ knowledge this is the first time modern 
hollow casting technology has been used in a Harrier jump jet 
and represents a whole new area of enterprise for the company.

“Sarginsons has extremely strong links with academia as we 
currently work on R&D projects with six universities on behalf 
of a range of automotive companies, and we welcomed the 
opportunity to support one of Coventry University’s brightest 
aerospace students,” said Sarginsons Industries’ David Hayden.

“We were impressed with Saif’s ingenuity and application, 
and the component we helped him produce ended up being 
five-times stronger than the original, and much lighter too.  
We congratulate him on his success and wish him all the  
best in his career.”

Aluminium foundry helps push boundaries of aero casting

David Hayden, Tim Squires and Saif Arif
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Researchers at the Department of Energy’s Oak Ridge 
National Laboratory and partners Lawrence Livermore 
National Laboratory and Wisconsin-based Eck Industries 

have developed aluminium alloys that are both easier to work 
with and more heat tolerant than existing products.

What may be more important however, is that the alloys 
that contain cerium, have the potential to jump-start the 
United States’ production of rare earth elements.

Rare earths are a group of elements critical to electronics, 
alternative energy and other modern technologies. Modern 
windmills and hybrid autos, for example, rely on strong 
permanent magnets made with the rare earth elements 
neodymium and dysprosium. Yet there is no production 
occurring in North America at this time.

One problem is that cerium accounts for up to half of the 
rare earth content of many rare earth ores, including those 
in the United States, and it has been difficult for rare earth 
producers to find a market for all of the cerium mined. The 
United States' most common rare earth ore, in fact, contains 
three times more cerium than neodymium and 500 times 
more cerium than dysprosium.

Aluminium cerium alloys promise to boost domestic rare 
earth mining by increasing the demand and, eventually, the 
value of cerium.

If, for example, the new alloys find a place in internal 
combustion engines, they could quickly transform cerium from 
an inconvenient byproduct of rare earth mining to a valuable 
product in itself.

Components made with aluminium-cerium alloys 
offer several advantages over those made from 
existing aluminium alloys including low cost, high 
castability, reduced heat-treatment requirements and 
exceptional high-temperature stability. 

Most alloys with exceptional properties are more 
difficult to cast, but the aluminium-cerium system  
has equivalent casting characteristics to the 
aluminium-silicon alloys.

The key to the alloys' high-temperature 
performance is a specific aluminium-cerium 
compound, or intermetallic, which forms inside the 
alloys as they are melted and cast. This intermetallic 
melts only at temperatures above 1 093 degrees 
Celsius.

That heat tolerance makes aluminium cerium 

alloys very attractive for use in internal combustion  
engines. Tests have shown the new alloys to be stable at  
300 degrees Celsius, a temperature that would cause 
traditional alloys to begin disintegrating. In addition, the 
stability of this intermetallic sometimes eliminates the  
need for heat treatments typically needed for aluminium 
alloys.

Not only would aluminium-cerium alloys allow engines  
to increase fuel efficiency directly by running hotter, they  
may also increase fuel efficiency indirectly, by paving the  
way for lighter engines that use small aluminium-based 

components or use 
aluminium alloys to replace 
cast iron components such as 
cylinder blocks, transmission 
cases and cylinder heads.

The team has already  
cast prototype aircraft 
cylinder heads in 
conventional sand moulds. 
The team also cast a fully 
functional cylinder head  
for a fossil fuel-powered 
electric generator in 
3D-printed sand moulds.  
This first-of-a-kind 
demonstration led to a 
successful engine test 
performed at ORNL’s  
National Transportation 
Research Center.  
The engine was shown  
to handle exhaust 

temperatures of over 600 degrees Celsius.
Three-dimensional printed moulds are typically very hard to 

fill, but aluminium–cerium alloys can completely fill the mould 
thanks to their exceptional castability.

The alloys were jointly invented by researchers at ORNL 
and Eck Industries. Colleagues at Eck Industries contributed 
expertise in aluminium casting, and LLNL researchers 
analysed the aluminium-cerium castings using synchrotron 
source X-ray computed tomography.

For more information visit www.ornl.gov

New alloy promises to boost rare earth production 
while improving energy efficiency of engines

Aluminium cerium magnesium engine head 
(Image credit: Carlos Jones, ORNL)

Alloyed metals being poured from a furnace into a ladle to fill moulds

Green sand mould of an 
aerospace engine head
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US researchers have discovered a way of smelting metal 
using electricity, potentially revolutionising the way the 
metallic materials are produced. The team’s breakthrough 

came while doing unrelated electrochemistry work with batteries.
While working with the molten semiconductor, antimony 

sulphide, it found that by adding another layer that is a very 
good ionic conductor on top of the material, electrolysis began to 
work very well, separating the metal out of the sulfide compound 
to form a pool of 99.9% pure antimony at the bottom of their 
cell. Antimony can’t normally be processed using the electrolytic 
method, which is used to produce aluminium by applying an 
electric current.

Lead researcher, Donald Sadoway, explained: “Antimony 
sulfide is a very good conductor of electrons. But if you want 
to do electrolysis, you only want an ionic conductor — that is, a 
material that is good at conducting molecules that have a net 
electric charge.”

In typical smelting processes, the sulfur would immediately 
bond with oxygen in the air to form sulfur dioxide, a significant 

air pollutant and the major cause of acid rain. But instead this 
contained process provides highly purified metal without the 
need to worry about scrubbing out the polluting gas.

“Electrolysis is much more efficient than traditional  
heat-based smelting methods, because it is a single-step 
continuous process,” Sadoway said. 

“The discovery of that process is what transformed 
aluminium, more than a century ago, from a precious metal 
more valuable than silver into a widely used inexpensive 
commodity.”

If the process could be applied to other common industrial 
metals such as copper, nickel and other metals, it would have 
the potential to significantly lower prices as well as reduce the 
air pollution and greenhouse gas emissions associated with 
traditional production.

“Though the higher melting temperatures of other metals 
add complication to designing an overall production system, 
the underlying physical principles are the same, and so such 
systems should eventually be feasible,” concluded Sadoway.

After 10 years of research, 
a team of scientists in 
China has developed a 

revolutionary metal 3D printing 
technology that combines  
3D printing, casting and forging, 
the first time this has been done 
anywhere. The metal 3D printing 
technology is called “smart micro 
casting and forging” and the 
special 3D printer that gets  
the job done is being  
developed under the name 
Micro Forging & Casting Sync 
Composite Device. 

The technology combines 
metal casting and forging technology to considerably improve 
the strength and ductility of metal moulds thereby expanding 
their service lives and reliability. Combining 3D printing, casting 
and forging also contributes to stronger parts strength and 
toughness, improved product lifecycles and better reliability, 
according to the inventors. 

The Chinese team claims its new technology uses metal 
wire that is 90 per cent cheaper than additive manufacturing 
powders, and is 80 per cent more efficient than SLM 3D 
printing. It also said the technology has solved the biggest 
obstacle facing the 3D printing industry. The team said its smart 
micro casting and forging is an innovation that will be a boon 
to global machinery manufacturing, the aerospace, automotive 
and moulding industries. The technology can also be used to 
create thin-walled metal components while eliminating excess 
material.

Led by Zhang Haiou, Professor of Mechanical Engineering 
at Huazhong University of Science and Technology in Wuhan, 

Hubei province, the team is  
also developing the Micro 
Forging & Casting Sync 
Composite Device. This  
all-in-one micro-casting-forging-
milling manufacturing device  
is an alternative to metal  
3D printing methods like 
selective laser melting and 
sintering. It will be capable of 
producing metal forging parts 
up to 5.5 m x 4.2 m x 1.5 m in 
size with a surface roughness of 
0.02mm or the level of general 
machining processing. 

“In the past, conventional 
3D printing has been fatally flawed in the following areas. First, 
without forging, metal parts have a serious chance of wearing. 
Second, the performance of 3D printed parts has not been high. 
A third problem is the presence of pores and un-fused portions 
and the fourth is that using a laser or electron beam as a heat 
source is very costly,” said Zhang. 

Experts have verified that parts made using the team’s  
3D printing, casting and forging all-in-one technology are more 
stable compared to those made by traditional casting.

What’s more, the 3D printer is very large and open to a  
wide range of materials. The first iteration of this hardware  
can work with eight kinds of materials, including titanium alloy, 
for aircraft and marine use, and steel, for use in nuclear  
power stations. This machine has already successfully built a 
part that is 2.2 metres long and weighs 260 kilograms,  
as well as a forging part measuring 1800 x 1400 x 50mm. 
An even larger version of the 3D printer is already under 
development.

World’s first metal 3D printing technology 
combining printing, casting and forging developed by Chinese scientists

Using electricity rather than heat can reduce both energy costs and greenhouse gas emissions.

Research 'error' leads to metal processing breakthrough
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product review

Most manufacturers are familiar with contact 
CMMs, and their lack of speed and the time 
and skill it takes to programme the machines. 

However, they are only now becoming familiar with the 
limitations of other noncontact 3D scanning systems 
such as laser scanners or white light measuring 
scanners.

All currently available 3D optical scanner systems 
are very good at measuring surfaces, but terrible  
at measuring edges, and for castings it’s the  
3D measurement of the edges that is important, claims 
InspecVision. Indeed, in other surface scanners edge 
positions are usually estimated by the absence of 
measurements rather than any accurate measurements. 
For example, if a hole diameter is required, existing  
3D optical scanners cannot get good readings of the 
edge of the hole, so the system must estimate the size 
of the hole based on where the measurements stop, 
rather than any actual measurements of the edge  
of the hole. As a result the accuracy suffers  
terribly.

The InspecVision Opti-Scan system is different.  
It combines the surface measurements from its fringe 
interferometry with the edge measurements from its existing 
patented silhouette measurement system, to produce the 
worlds first hybrid surface and edge measurement system. 
The system works in two ways: An image of the silhouette of 
the part is used to define its edges, then bands of light and 
a phase shift technology are used to determine the height of 
each pixel in the image. This provides the added bonus of a 
perfectly ordered point cloud, which greatly assists reverse 
engineering and inspection of the measurements.

The Opti-Scan is a non-contact white light scanning system 
consisting of a projector and a high resolution camera mounted 
side by side. Scans are achieved by projecting a series of 
stripes onto the part. These stripes are then captured with the 
camera and the images analysed to produce a 3D point cloud 
of the scanned surface.

Each point cloud is made up of millions of individual 
measurement points or (XYZ) coordinates and directional 

or normal data (IJK). The Opti-Scan outputs the ultra-high 
resolution point clouds into a number of different file types 
that can be used in virtually any 3D inspection or reverse 
engineering software package.

The InspecVision OptiScan systems use patented 
technology to create both surface and edge measurements 
achieving unprecedented levels of accuracy.

Perfect for measuring stamped or pressed parts and  
sheet metal that is not completely flat 

The Opti-Scan3D can measure up to 250 000 individual 
surface measurement points per second. This data can then 
be combined with the Planar’s 40 million measurement points 
in 0.1 seconds! There is no other available system in the world 
that can offer these hybrid measurements.

The Opti-Scan is both flexible and modular. Consequently 
it can be used in a wide variety of industries including 
aerospace, automotive/transport, plastic parts, sheet-metal 
parts, machined parts, energy and power, metal castings and 
research and development.

Typical applications
• Scan parts and compare directly to CAD
• Measurement without CAD
• First article inspection
• Verification of test parts against master components
• Tool certification
• Complete reverse engineering of virtually any  

 part back to native CAD formats

For further details contact B&R Metrology Solutions  
on TEL: 082 852 6371 or 072 392 4934 or visit  
www.brmetrology.co.za

InspecVision Opti-Scan system — 
A castings inspection solution   

Portable white light 3D inspection and reverse engineering systems.
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The Spectrocheck stationary metal analyser is a  
high-quality, compact, affordable instrument, which is 
ideal for routine analysis of elemental content in iron, 

aluminium and copper-based metals.
The Spectrocheck stationary metal analyser is specifically 

designed to meet the performance requirements and the 
budgets of small and medium-size foundries and machining 
operations.

Innovative optics
Spectrocheck takes a breakthrough, clean-slate  

approach, with new patent-pending optical technology.  
This combines a compact multiplex optics polychromator with 
selected wavelength image feedback technology (SWIFT). 
The optical chamber is isolated and temperature maintained 
for measurement stability, and argon purged for light 
transmission.

All this helps deliver precise performance across the entire 
application relevant spectral range. Spectrocheck is optimised 
for the elements found in common foundry metals. Thus it 
minimises spectral interferences, maintains high stability and 
enables better separation of neighbouring spectra in line rich 
analyses.

Simplified software
A brand new interface presents a clear, user friendly 

screen that runs icon based, menu free operational routines. 

Spectrocheck is easy to learn. In addition, a unique new  
plug-in approach lets users customise the functionality 
they want. They can purchase separate software modules 
for control standard or type standard samples, grade 
identification, and so on. They simply add additional modules 
as their needs evolve. Plug-ins maximise affordability. 
Customers pay only for the configuration(s) they choose.  
Above all, plug-ins create an interface that’s much easier  
to use.

This new, radically simple Spectrocheck software 
eliminates days of complicated training. Users get fast, easy 
startup and intuitive operation.

For further details contact Spectro Analytical  
South Africa on TEL: 011 979 4241 or visit www.spectro.com

The Spectrocheck stationary metal analyser is specifically designed
to meet the performance requirements and the budgets of small and

medium-size foundries and machining operations

Spectrocheck
stationary metal analyser
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Product design is rapidly changing to keep pace 
with the requirements of new product development 
with increasingly short design cycles and high 

performance requirements. In the recent IKB Deutsche 
Industrial Bank report on manufacturing, some of the 
top trends reported are:

1. Light weighting is the #1 priority in the 
 automotive industry today (largest consumer of 
 manufactured components), especially to meet 
 the new emissions standards

2. Conventional low strength steels are predicted 
 to dip down below 20% of total usage by  
 year 2030 (dropping from 70% in the 1970s)

3. Alternative materials like aluminium and 
 magnesium will be on the rise (along with  
 high strength steels)

As the boundaries of product design are being 
stretched by an ever growing desire to lighten  
structures first in aerospace, and now in the automotive 
industry, the importance of upfront manufacturing 
feasibility has risen to new heights. The emergence of 
alternative materials such as magnesium and aluminium, 
along with alloys like zamac (formerly trademarked as  
ZAMAK and also known as Zamac is a family of alloys with 
a base metal of zinc and alloying elements of aluminium, 
magnesium, and copper), as well as the addition of new 
additive manufacturing techniques to 3D print patterns 
and dies, have brought new process challenges along 
with immense opportunities to this struggling industry. It 
will be increasingly difficult for manufacturing suppliers to 
differentiate and still keep their profit margins, if they do 
not maximise the potential to use the latest technologies in 
simulation tools.

Under these trends, a holistic approach towards the entire 
product design lifecycle is then paramount as we push the 
envelope of design with newer materials and manufacturing 
processes to meet the challenges. We need environments 
that make great products that are faster to design, better in 
performance and at the same time easier to manufacture.  
Is it even possible?

Marriage of additive and traditional manufacturing
An increased number of 3D printings are in rapid rise in 

the traditional manufacturing industry and specifically for 
making casting patterns.

As shown in the graphic below, the entire process is 
highlighted wherein the best of breed technologies can be 
combined together; topology (free form) optimisation for light 
and robust design, 3D printing for making the pattern and 
using investment casting for making a traditional casting. One 
essence of this entire exercise is that to produce innovative 
products, manufacturing feasibility has to be embedded into 
the product design process upfront.

Secondly, a framework needs to exist wherein fast, easy, 
accurate information can be provided to the design and 
manufacturing engineers right at their fingertips to meet 
the challenges, through the entire product design phase 
irrespective of what stage they are at. 

To meet the quality standards, minimise catastrophic 
(cancerous) casting defects and to improve productivity of 
castings, manufacturing feasibility has to be part of the  
design process. The pace of product innovation can be 
severely hampered if designs are thrown over the fence 
to foundries, to take the entire burden of making quality 
components, while still being able to meet their margins and 
be profitable.

The above problems can be solved in an environment  
that is easy to use, while being accurate in capturing 
the physics, and also affordable to ramp up and use 
effectively.  Altair’s solidThinking Inspire is already making 
the industry turn its head on topology optimisation by 
providing technologies upfront to the designers, hiding all the 
complexities. In keeping with the same philosophy, their  
latest release of Click2Cast 4.0, helps address casting 
problems effortlessly through process driven templates for all 
the above casting processes including investments castings.

Emerging technologies and design 
for manufacturing — The metal casting process — 
Click2Cast
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Early design exploration is key
The advantages of a Simulation Driven Design approach, 

where exploring different designs and finding the optimum 
early in the design cycle, should be obvious. Traditional 
structural simulations allow engineers to check if a design 
will support the required loads. Inspire enhances this process 
by generating a new material layout within a package space 
using the loads as an input. Much like bone growth, topology 
optimisation is a process whereby unwanted material is 
removed from the design space and retained where load-paths 
are prevalent. Such design concepts are not only structurally 
efficient but can be done taking manufacturability into 
account through Inspire’s shape controls for symmetry, cyclic 
repetition, draw directions and extrusion shape control. 

Take manufacturing considerations into account as soon 
as possible

The Click2Cast environment allows users to easily perform 
their entire casting simulation in five steps, thus bridging the 
communication gap within the entire product supply chain 
to make quick decisions, while utilising the best process 
and simulation tools for the most challenging designs. The 
five simple steps can be clicked through by anyone in the 
organisation: import geometry, define the ingate and mesh, 
setup the process parameters, run the calculation and analyse 
the results. 

Product designers and foundries can 
consider the casting process right from 
the beginning. For example the location 
of the ingates, without having to wait for 
detailed process experts to design them 
for them. They can also visualise areas of 
potential porosity, thus guiding the process 
engineers to appropriately do the detailed 
design of the runners and risers and the 
gating systems. The process engineers 
can also easily choose the process being 
used through guided templates to set their 
problems and run the entire simulation on 
their own computers.

With a good understanding of 
requirements, and the use of the right 
technologies we once again have the ability 
to catapult manufacturing of unique, high 
quality products helping engineers think 
freely and simultaneously benefiting the 
local economies on this interesting journey.

For further details contact Fiona 
Richardson or Gronum Smith of Altair  
South Africa on TEL: 021 831 1500,  
email frichardson@altair.co.za or visit  
www.altair.com

MTS Acumen electrodynamic test systems deliver the 
capabilities researchers and test engineers need to 
perform high-fidelity dynamic and static tests that are 

vital to improving the efficiency, reliability and performance 
of materials and components. At its core is energy-efficient 

electrodynamic actuation.
Although it is not new 
technology, electric 

actuation has 

been used in testing applications for less than a decade. It 
has taken some time for electrically actuated test systems to 
handle the precise force and motion requirements of  
materials testing. These systems are a particularly good fit  
for biomedical testing. They are specifically designed for  
lower-force, high-frequency testing with high fidelity, which is 
exactly what many customers in this industry need.

Combining the extensive functionality MTS solutions are 
known for with a user-centric design, MTS Acumen systems 
give test professionals a fast, easy way to establish or expand 
in-house capacity.

These compact systems are easy to install, operate 
and maintain. They leverage more than four decades of 
MTS mechanical testing expertise, offering a solution that 
demonstrates their commitment to providing high-quality 
systems for the full spectrum of materials testing.

Extensive test capabilities
• Fatigue and fracture
• Component strength and durability
• FDA regulatory tests for biomaterials and components
• Tension
• Compression
• Flex/bend

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

MTS Acumen Electrodynamic test systems
A powerful, versatile platform from a global leader in materials testing.
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Water jacket bridge cores made of resin-coated sand

Powerful and lightweight, delivering high performance with 
minimal fuel consumption: these are the requirements for 
modern engines. Implementing high standards begins with 

an ever more complex and filigree casting: the crankcase. Being 
able to cleanly and faultlessly cast the water jacket poses a 
great challenge for foundries.

Engineer Martin Dahlmann, product manager for special and 
pre-coated sand at Hüttenes-Albertus, has an answer. He helped 
a large German foundry achieve an intelligent and cost-effective 
solution with Resital® pre-coated sand from HA. When used 
specifically for producing the fine water jacket inter-bore bridge, 
the resin-coated sand guarantees the highest casting quality in 
an especially sensitive area. 

Complex sand core for every detail of the crankcase
It is challenging to provide sufficient cooling for each cylinder 

in the crankcase when constructing modern engines. The water 
jacket situated between the cylinders ensures circulation of the 
cooling water, thereby preventing the engine from overheating. 
To save weight and installation space, cylinders nowadays are 
arranged in an ever closer configuration. As a matter of course, 
the economical geometry of the crankcase is also reflected in 
the casting mould for this component. A complex sand core has 
to cleanly mirror all detail and cavities of the crankcase. This 
challenge is especially difficult in the inter-bore bridge area of 
the water jacket, as these bridges are constantly becoming 
narrower.

The technical challenge of core shooting
The largest part of the core for the crankcase can easily be 

produced in the cold-box process. This, however, does not apply 
to the area of the water jacket bridges. A cold-box core sand 
mixture may not have the necessary flowability to create such a 
fine section. Making the core perfectly and sufficiently watertight 
poses a core-shooting problem in the conventional cold-box 
process. The mould must be 100 percent full of sand in order to 
prevent core scrap and casting defects in the worst case. Due to 
their position in the interior of the crankcase, casting defects are 
difficult to identify, let alone remove. But especially in this area, 
they can have fatal consequences for proper engine cooling. Yet 
another problem: the narrow bridge cores easily break or tear as 

a result of thermal stresses.
But how can these narrow water jacket bridges be reliably 

modelled? One possibility is manufacturing cold-box cores 
based on HA special sands such as bauxite sand, Cerabeads or 
Kerphalite KF. Thanks to their low thermal expansion and their 
particle geometry, they are suitable for producing thin-walled 
casting parts. However, it would be technically more elegant and 
more economical to detach this fine section of the water jacket 
from the main part of the core and to model it separately. This 
process opens up a wide range of new possibilities to optimise 
the casting technique for this inter-bore bridge area.

Resital® pre-coated sand: flow properties and  
mould filling capabilities

One of these possibilities is the use of Resital® pre-coated 
sand. The pre-coated sand, based on silica sand, manufactured 
by HA is uniformly coated with Corrodur® solid resin and 
contains the necessary hardener. The dry pre-coated sand 
features optimum flow properties and mould filling capabilities, 
making it suitable for perfectly modelling even the lowest 
wall thickness. Yet there are certain applications where even 
moulding materials based on silica sand are not sufficient. In 
this case KeraCron® pre-coated moulding materials (containing 
Naigai Cerabeads) are used. Featuring the highest possible 
flowability, they offer greatly reduced thermal expansion and the 
best core shakeout.

No draught of the mould required
The cores, which are separately produced, whether based on 

special sand in the cold-box process or based on the shell mould 
process with Resital® pre-coated sand or KeraCron®, offer a high 
or the highest dimensional accuracy. This leads to water jacket 
bridge cores that are shot and inserted in the cold-box core used 
to model the rest of the crankcase. This enables the production 
of a faultless casting part. A further advantage is the separate 
production of the bridge cores eliminates the need for a mould 
draught. This means that the full cross section of the cooling 
channel is available over the entire height of the water jacket, 
thereby providing better cooling performance to the cylinders.

For further details contact SI Group SA on TEL: 011 389 8200 
or visit www.siigroup.com or www.huettenes-albertus.com

Contamination of molten metals by crucible materials 
during melting operations can be minimised by coating 
the interior surface of the crucible, helping to prevent 

reactions between the metal and the crucible while acting as a 
diffusion barrier to reduce impurities.

PRO™ and STAR™ Coatings from Morgan’s Molten Metal 
Systems business have been formulated to reduce impurities 
and so optimise the quality of the molten metal and the final 
cast product.

PRO Coating is a thin covering that significantly reduces 
impurities when melting and holding pure alloys. It also stops 
dross build-up, making cleaning easier. PRO Coating can be 
mixed with water and applied to the crucible with a brush. It can 
also be used as a mortar to repair areas that may have been 
damaged or chipped, maximising crucible life.

Chemically bonded and consisting of sintered alumina,  
PRO Coating can be used up to a melting temperature of 
1,600°C (2912°F) making it ideal for use with high-purity 
aluminium, aluminium alloys and precious metals.

Designed specifically for melting pure aluminium (Al5N), 
Morgan’s STAR Coating can be applied onto all clay-bonded 
crucibles and carbon bonded by spraying. It is then fired to 
ensure a good bond. Consisting primarily of Boron Nitride with 
an oxide bond, it can be used up to a melting temperature of 
1,000°C (1832°F).

STAR Coating prevents contamination of the aluminium and 
dross build-up in the crucible, ensuring the highest purity of 
metal when melting aluminium and aluminium alloys.

“Coatings play an important role in ensuring clean melts 
and tests have demonstrated a dramatic increase in the purity 
of metals treated in crucibles to which our coatings have been 
applied. These coatings will help to optimise finished product 
quality while reducing total cost of ownership, with a positive 
impact on our customers’ bottom line,” said Mirco Pavoni of 
Morgan’s Molten Metal Systems.

For further details contact Keegor Meltech on  
TEL: 011 421 0711 or Eddie Short on Cell 082 460 1593 or  
visit www.keegor.com

New coatings will help limit contamination in crucibles
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Vulcan Engineering has recently made several updates 
to its Foxall® product with a new system controls and an 
operator interface that is more user friendly than ever, 

they say. This system has always offered simple programming 
(online or offline), but now software updates make it more 
efficient and easier to use.

The Foxall® is an automated casting cleaning cell that is 
easy to programme and is ideal for high casting throughput and 
fast part changeover. The success of the Foxall® cell is due to 
the adaptable, robust design that uses only proven technology. 
This foundry-duty system is compatible with a variety of 
materials including aluminium, brass, bronze, iron and steel.

The operator interface features a touch screen HMI 
where the operator can access equipment I/O status, recipe 
management, alarms and PM reminders, password protection 
and has the ability to connect to the customer’s network. 
Another advantage is Remote Online Diagnostics that permits 
Vulcan Engineering’s real-time remote access to the control 
system and all parameters/programmes. This simplifies 

diagnostics and support while minimising downtime.
An optional force control function allows the next level 

of adaptability and optimisation. This tool improves grinding 
efficiency by using a force/torque sensor mounted between 
the robot and the spindle. Now the system can automatically 
change TCP speed in response to feed force, therefore improving 
material removal rate and accuracy.

Additional system updates include a live view interior camera 
to safely monitor the system while in operation, software is not 
OS-dependent but rather Java based for compatibility, updated 
hardware and all electrical components that are off the shelf 
and readily available.

For further details contact the local agent Eric Benvenuti of 
Globen Engineering Services and Supplies (Pty) Ltd on  
TEL: 082 450 8232, or email ericb@globensa.com, or  
Vulcan Engineering Co. USA on email: sales@vulcangroup.com 
or visit www.vulcangroup.com

Updated controls for improved finishing technology — 
Vulcan Engineering

Frequently, fiber sleeves are used in steel casting 
applications. These conventional sleeves contain, in 
addition to the fibers, rice husks that may lead to casting 

defects. Moreover, these slurry sleeves do not utilise their full 
volume for counteracting shrinkage defects with the result that 
the effective yield is only 30%. The remaining 70% of the volume 
is used to maintain the heat 
in the 30% of the molten 
metal needed for feeding.

This is exactly where the 
cold-box bonded Exactcast 
KMV mini-risers come 
in, offering a fiber-free 
solution for steel casting. 
The volume at the riser can 
be reduced without loss to 
the feeding performance. 
The exothermic compound 
replaces the non-feeding material and maintains the metal in 
its molten state. The KMV mini-risers, therefore, present an 
efficient and reliable alternative to conventional slurry sleeves.

Exactcast Optima risers, available as a water-glass or  
cold-box version, noticeably increase efficiency in foundries. 
These mini-risers are fitted with a loose metal part in the bottom 

section (nozzle) and a rigid pin designed to achieve an exactly 
defined breaking point. They also reduce fettling costs. 

A further benefit is the virtually frictionless sleeve and 
the integrated riser cap of the Exactcast Optima, which 
prevent crumbling particles from falling into the mold during 
the compaction process. Riser applications with rigid pins 

usually destroy the riser 
during compaction, and 
crumbling particles from 
the riser can fall into the 
mould, which needs to be 
purged with air afterwards. 
This can also happen 
when using spring pins 
under high compaction 
pressures. Exactcast 
Optima risers, by contrast, 
are fitted with a cover 

of non-friable material, preventing mould contamination and 
related casting defects and thereby raising the cycle times of the 
moulding systems.

For further details contact ChemSystems on  
TEL: 011 922 1600 or visit www.chemsystems.co.za or  
www.ask-chemicals.com

Increased yield and productivity with Exactcast 
mini-riser technology – ASK Chemicals






