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I am in the fortunate position to be the 
editor of two magazines that have 
metal part formation, metal part 

preparation and metal working as the 
primary focus of the editorial content. 
As a result I do get to find out what is 
happening in the metal manufacturing 
industry before most, and find out 
about the new processes and the 
broad range of machinery, equipment, 
products and services involved in the 
metal processing cycle, as well as the 
processing of metal, ferrous or non-

ferrous, into an end product that is used in our everyday lives.
The progress of equipment and related services used by 

companies in the industry over the last 20 years has been 
nothing short of phenomenal. However, as one wonders how 
there can be more improvements and solutions to manufacture 
components or products faster and more cheaply without losing 
quality or functionality, innovation takes over and has suppliers 
and manufacturers scrambling to keep up with the technology. 

Two stories in this issue resonate with the fast pace that 
happens in industry. In our everyday lives we are becoming 
increasingly reliant on technology both in the work environment 
and in our private space. Whereas before our cellphone 
connected us to family and friends where there was no landline 
infrastructure, smartphones are now keeping us connected in 
more ways than one. To become a Smart Factory, adopting the 
latest developments of the Industrial Internet of Things (IIoT), 
Industry 4.0 and Artificial Intelligence (AI) are going to be key 
drivers in a company’s culture – those that want to stay ahead  
of the competition, while also improving the bottom line 
substantially, simply have to adapt.

Just a couple of issues back I reported how Atlantis 
Foundries – one of the biggest foundries in South Africa –  
had adopted the new technology and incorporated it into the 
company’s manufacturing processes. Now in this issue I can 
report how Pressure Die Castings implemented the system 
across all aspects of the company. The biggest challenge for 

these companies is to build the skills so that they can survive 
the ‘fourth Industrial Revolution’, as early adopters.

While researching the articles I found that there is very little 
reported about other foundries moving forward with this wave of 
new technology that is sweeping across all kinds of businesses. 
So kudos to these two South African foundries for thinking 
progressively and showing the rest of the world that we are not  
a ‘third world country’ in our approach and mindset.

However, our foundry industry cannot be described as 
dynamic and progressive just because a couple of foundries are 
being participative in the new technology. Gathering the informa-
tion for this issue revealed that there is plenty happening in the 
industry. The cover story reveals how equipment manufacturer 
Endeco Omega have been extremely busy in supplying existing 
and new foundries with equipment. In another story High Duty 
Castings discloses how successful they have been in recent 
years. They have been able to do this because of innovative 
thinking in coming up with production methods and processes 
that will not be found in any other foundry in the world. Reports 
are also emanating from the other local equipment manufactur-
er - Lauds Foundry Machinery - that they are also busy.

I have not done official interviews nor has there been an 
official press release sent out by the company so I cannot put 
the stories in the magazine yet, but I am reliably informed that 
the Scaw Metals Group has been broken up into three entities 
and are negotiating for these to be sold off as three separately 
focused businesses - cast products, grinding media (ball plant) 
and the rolled and wire products. It is interesting to note that for 
a long time Scaw were the only company manufacturing grinding 
media in South Africa. They have now been joined by Autocast 
Mining, which is part of the investment holding group IEP and 
has been since 2014, Yellow Star Manufacturing and Naledi 
Foundry. There is also a strong possibility that a foundry that 
closed down recently will be reopened to manufacture balls/
grinding media.

I have also come across a number  
of other interesting stories in our 
industry. Once I have concrete facts  
I will publish them.

Who says our foundry industry is not dynamic and progressive?

editor’s comment
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“South Africa is a very important market for Omega 
and since gaining some significant projects in the 
region it was obvious that we needed to take the 

next step and establish a local presence. I am very pleased 
that an agreement to partner with Endeco has been reached 
and we will be looking to build on the synergies between our 
companies to deliver a full range of services and products to 
the market,” stated Mark Fenyes Chairman of Omega 
Foundry Machinery at the launch of the Endeco Omega 
Foundry Machinery joint venture (JV) agreement three years 
ago.

At the time there were skeptics of the JV agreement but 
the vast majority in the foundry industry welcomed the new 
development. The JV merger between local foundry 
equipment manufacturing company Endeco and UK based 
Omega Foundry Machinery brought together two companies 
that have an established record locally and worldwide, with 
over 60 years in combined experience in manufacturing and 
supplying foundry equipment.

Omega Foundry Machinery is a leading manufacturer of 
no-bake equipment based in Peterborough, England. The 
company has a successful history of developing JV’s to 
support regional markets; the first JV company was formed  
in the USA in 2000 and subsequently similar ventures have 

been formed in India, Australia, China, Italy, Turkey and 
Malaysia.

Endeco Omega Foundry Machinery’s business is to 
design, procure, manufacture, supply, install, commission and 
project manage a foundry plant and project as the main 
contractor. Every contract is rigidly programmed and 
progressed through regular client/contractor co-operation.

The synergies that have been created between the two 
companies ensured that the design and supply of foundry 
equipment to the South African market will be on a par with 
international standards and best practices.

“As suppliers we can influence and adapt the mentality of 
the local industry as to how and when they embrace 
investment in new technologies. But more importantly we are 
here to support existing installations and create future growth 
in the South African foundry sector. We provide full market 
support in terms of installation, service and repairs, spare 
parts availability and, now manufacturing of the complete 
Omega product range,” said Endeco Omega MD Rui Dias.

“The confidence shown by the local foundry industry in 
the JV is reflected by the number of major contracts that we 
have acquired over the last three years and successfully 
manufactured and installed.”

“In 2015 we were engaged to supply and install a new 
sand reclamation plant at a major foundry facility in 
Gauteng.”

“Included in the equipment lineup was an Omega Gamma 
15LL vibratory sand processor with a throughput of up to 
15tph and a deck loading of 5 000 kilograms. Specifically 
fabricated for this machine was an acoustic booth that 
accounts for industrial noise and dust reduction.”

“Accompanying the Omega Gamma 15LL vibratory sand 
processor is a reverse jet type dust extraction unit operating 
at 16 400m3 an hour and a PV 10 pneumatic conveyor. The 

Endeco Omega Foundry Machinery 
joint venture realising results



Omega manufactures a complete range of thermal units  
from 0.25 to 12TPH

An additive day tanker with flow monitoring system
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sand is then transported to the G10 sand cooler/
classifier with a throughput of up to 10 tons an hour 
and includes an evaporative water-cooling tower. The 
reverse jet type dust extraction for the cooler classifier 
operates at 5 500m3 an hour and also includes a PV 10 
pneumatic conveyor.”

“Omega’s unique low level range of 
mechanical reclamation plants mean that 
they can be installed without pits or special 
foundations. The low level range is also very 
compact in design and can fit into very small 
areas inside or outside of the foundry,” 
explained Dias.

“Omega’s mechanical reclamation 
plants use the non-aggressive, dry 
attrition method of binder removal, 
which means that fragile sand 
grain structures can be 
effectively reclaimed without 
sand degradation. In fact, the 
scrubbing action of the attrition units 
will round the sand grains and make them 
more suitable for no-bake moulding. Also, 
due to four stages of sand scrubbing, a good 
reduction in LOI can be achieved.”

“The installation helped the company 
achieve cost savings in its sand 
department, which ultimately led to an 
improvement in casting quality, 
minimised dumping and improved dust control. We had 
previously installed a mould pusher at the company but this 
was our first major equipment order that we secured from 
them.”

“At the same time we helped complete the installation of 
a large automated fast loop moulding line at one of the 
largest foundry Groups in South Africa that Omega Foundry 
Machinery had been contracted to install before our JV 
agreement. The installation included one of the largest 
continuous mixers ever to be installed in South Africa.”

Endeco Omega 8-station carousel moulding line
“One of our most recent installations has been at a large 

international company manufacturing wear resistant 
products. The company invested in an Endeco Omega 
8-station carousel moulding line with a 2-station pattern 
changeover and a new 50 ton hopper that houses a 
combination of reclaimed and new sand and is located at the 
beginning of the new moulding line and easily delivers sand 
to the new Endeco Omega 20 ton an hour continuous mixer. 
The sand hopper includes a venting unit and a 4-way 
pneumatic sand blending gate above the mixer, as 
well as the touch screen fully 
programmable autoblend 
system.”

The line 
has been 
installed to 
produce the 
moulds for high 
complex 
components up to 150 
kilograms. The Endeco 
Omega 8-station 
carousel 
moulding line 
with a 2-station 
pattern 
changeover 

includes other complementary equipment and 
systems such as two additional refurbished 

sand hoppers - one for new sand and one for 
reclaimed sand - and a resin chemical mixing 
plant, that are located outside the production 

building. This allows for suppliers to deliver 
product to these bulk storage systems without 
any interruption to our production.”

“Pneumatic conveyors then transfer the 
sand to the new 50 ton hopper that houses a 

combination of reclaimed and new sand and is 
located at the beginning of the new moulding line 

and easily delivers sand to the new Endeco 
Omega 20 ton an hour continuous mixer. 
The sand hopper includes a venting unit 
and a 4-way pneumatic sand blending 
gate above the mixer, as well as the touch 

screen fully programmable autoblend 
system.”
“We have also included a mould compaction 

table for mechanical ramming of chemical bonded 
sand mould through vibration technology. For the chemicals 
used in the no bake process we have incorporated four 
stainless steel tanks that hold enough resin and catalyst 
chemicals for one shift. Once filled and compacted the cope 
and drag pattern bolsters are then moved through the 

automated rollover before being automatically 
transferred to the hydraulic in line tilt flood coating 
station. The conveyor belt then moves the patterns to 

the flame off section before the mould manipulators are used 
for coring and closing. Thereafter they move to the melting 
section.”

In the meantime
“The Auto Industrial Group has spent a considerable 

amount in the last two to three years on new equipment and 
systems for its two cast iron foundry operations that are 
situated in Isando and Wadeville, Gauteng. We were 
contracted to install IBO Anlagenbau fume extraction hoods 
on the induction furnaces and Nederman filters at both 
foundries as well as the auxillary equipment and civils that 
are associated with the installation.”

“We have subsequently received another order for the IBO 
Anlagenbau fume extraction hoods and a Nederman filter 
from a foundry in Port Elizabeth, Eastern Cape.”

“Another project that we were involved in was at Naledi 
Foundry. The company has recently had a major upgrade to 
its foundry. The company concentrated on refurbishing and 

modernising its moulding line and metal 
department. However, they did add an 

Endeco Omega CB 30 coreshooter 
in the core shop and a five-ton 

an hour Endeco Omega 
continuous mixer 

that delivers the 
sand on 
demand.”

“2017 saw us 
do a number of 

installations of various 
equipment. Besides 

completing the installation of 
the carousel system 
at the large 
international 
company 
manufacturing wear 
resistant products - 

Volumetric dispenser/mixer



Low running costs are achieved through a combination of the excellent insulation of  
the furnace with the ‘Dead Bed’ system as well as a heat recovery module after the  

furnace that takes the heat from the hot sand as it leaves the furnace and reintroduces  
that heat as hot air into the fluid bed section of the furnace. The ‘bubble cap’  
burners are located in the bottom of the furnace and will last for many years
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this company has subsequently ordered a CB 30 core shooter 
from us - we also installed a reclamation plant at a foundry in 
KwaZulu-Natal. This was completed just before the end of 
2017.”

“Currently we are installing a reclamation plant at a 
relatively new foundry that makes pump components in the 
Gauteng area. This project includes a five ton mixer and a 
low level three ton shakeout.”

“We are also in the process of fabricating 
equipment for a foundry in the Free State. 
This will entail us manufacturing and 
delivering equipment that 
includes a 20-ton mixer, a 
rollover, compaction table 
and two manipulators that 
have a payload of three tons 
each. This foundry 
manufactures castings in 
cast iron, SG, manganese 
steel, low alloy steel, 27% chrome 
iron, and rock tuff 700 steel.”

Fabrication
“When Endeco started as a 

company it initially outsourced 
all the fabrication work that it 
required. However, this 
changed when we purchased 
our own premises in Alberton, Gauteng 23 years ago. Since 
then all the fabrication and manufacturing has been done 
in-house. This has been a great advantage to us as Endeco 
Omega as we can control our quality and delivery schedules, 
which have been very hectic in the last few years.”

Other services and equipment
“Our association with Omega Foundry Machinery has also 

led to a broader spectrum of services and equipment that we 
can offer clients in the Southern Hemisphere. Prior to the JV 
agreement Omega were represented in South Africa by 
Mondeco Solutions. Peter Petersen of Mondeco Solutions is a 
shareholder in the JV and takes care of the marketing and 
sales of the Endeco and Omega equipment, whether 
manufactured locally or imported. His company also 
represents a number of other international partners and 
Endeco Omega Foundry Machinery provide local installation 

and after sales support for these international partners 
products, where needed.”

“This includes induction furnaces, pouring technology 
equipment, foundry ladles and other equipment for the safe 
handling of molten metals, extraction hoods, core making, 
carousel or fast-loop mould handling, chemically bonded 
sand mixers, roll-over, mould manipulators, mould coating, 
heat treatment ovens, sand reclamation, green sand mixers 
and coolers, decoring stations, fettling machinery, knock-off 
hammers, manipulators, grinding units, shotblast and surface 
preparation, dedusting filters and sand laboratory 
equipment.”

“Additionally, Mondeco Solutions have this year been 
appointed the agents for the Norican Group. Included in the 
Norican Group are well-known companies in the foundry 
industry such as Disa, StrikoWestofen, ItalPresse and Gauss. 
Again we will provide local installation and after sales support 
for these international partners products.”

Thermal sand reclamation for all 
foundries; Why thermally reclaim?

Today’s modern foundry is under 
increasing pressure to reduce costs but also 
to reduce its impact on the environment, 
whilst at the same time improve and 
maintain it’s casting quality. One of the ways 
of meeting these requirements is to invest in 
sand reclamation. Whilst most foundries now 
have mechanical reclamation, many are 
looking to further reduce costs and invest in 
thermal reclamation to get as close to 100% 
reuse levels as possible. 

Thermal reclamation applications
In the thermal processing of sand, a 

100% of all binder and other organic 
materials are removed by oxidation. Firstly, 
the sand from the mechanical reclamation 
plant will pass through a cleaning tower, 
which basically removes any metallic 

An Endeco Omega Gamma 15LL vibratory sand processor with a throughput of up to  
15tph and a deck loading of 5 000 kilograms. Specifically fabricated for this machine  

is an acoustic booth that accounts for industrial noise and dust reduction

Endeco Omega offer carousel moulding lines
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particles prior to entry into the furnace. The furnace itself is a 
fluidised bed design with a gas and air mixture providing the 
fluidising medium and igniting on the sand bed surface via 
pilot gas nozzles. Typically, a thermal unit will run on natural 
gas or LPG and operate at temperatures of between 670C 
and 720C depending on the type of binder used. In most 
cases sizing of the thermal will equate to the amount of new 
sand purchased by the foundry per week which is then divided 
by five days and 24 hours which equates to the continuous 
operation of the thermal unit and is run on a ‘campaign’ 
rather than switching off and on frequently which is less 
efficient.

The lowest maintenance thermal on the market?
Omega manufactures a complete range of thermal units 

from 0.25 to 12TPH. Omega offer a unique 3-year warranty on 
the burners and lining.  This is made possible by the patented 
‘Dead Bed’ system, which also ensures total heat insulation 
and therefore lower running costs. This is due to the ‘Dead 
Bed’ providing protection for the insulation from sand erosion 
caused by the moving processed sand.

Low gas consumption
Low running costs are achieved through a combination of 

the excellent insulation of the furnace with the ‘Dead Bed’ 
system as well as a heat recovery module after the furnace 
that takes the heat from the hot sand as it leaves the furnace 
and reintroduces that heat as hot air into the fluid bed section 
of the furnace.  This means that the fluidising air is always 
hot, leading to lower gas consumption.

Best for the environment - the thermal that meets all 
global emissions standards

Unlike competitors models the Omega thermal is sized on 
LOI V throughput, which ensures that there is enough oxygen 
available to get full combustion. This combined with a 
freeboard retention of 2 seconds ensures the VOC’s meet all 
global emission requirements.

Safety is also of prime concern so multiple safety systems 
are employed to monitor fluid bed ignition, temperatures for 
every component (including dust collector) and level of sand 
available for processing.  Also, a full touchscreen HMI with 
status and fault-finding indications is provided.

Reclamation of alkaline phenolic binders
For the alkaline phenolic system, a special inhibitor must 

be pre-mixed with the sand to prevent the alkaline salts 
causing low temperature fusing of sand grains. Omega has 
significant experience in this field and can provide the mixing 
and monitoring equipment to ensure that the additive is 
applied correctly.

Conclusion
Thermal reclamation has been around for many years but 

it has now reached a point where it is cost effective, 
economic, and reliable and therefore a viable solution for 
most foundries.  

For further information contact Roy Dias of Endeco Omega 
on TEL: 011 907 1785 or email roy@endeco.co.za, or Peter 
Petersen of Mondeco Solutions on 079 448 1277 or email 
peter@mondeco.co.za or visit www.endeco-omega.co.za
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“There might 
have been 
changes in 

some of the 
shareholders recently 
but as one of the 
original shareholders 
I am still very much 
involved in the day-to-
day operations of 
High Duty Castings 
and have been since 
the company was 
established in 1991,” 
said Fred Venter 

“Sadly my original 
partner Ronnie 
Pienaar passed away 
in 2016 but we had 
already put in a 
succession plan. My 
son Bradley who 
joined the company in 
2003 and Ronnie’s 
son Rudi, who joined 
the company in 2007, 
were made Directors of the company in 2014. At the same 
time we formed a partnership with our equity partners South 
African Enterprise Development who still remain as 
shareholders today.”

“A recent development in the company has been 
augmented by Rudi making a decision to take on a new 
challenge and go and start a life in Canada. Bradley and I 
have come to an agreement with Rudi to purchase his shares 
and the company remains as a privately owned family run 
business as it has always been.”

“Rudi is highly qualified in the law field and will be a great 

loss to the company. 
We are confident that 
he will be very 
successful and an 
asset to Canada and 
thank him for his 
contribution to the 
success of High Duty 
Castings and High 
Duty Automotive.”

Fred Venter’s 
career in the foundry 
industry started in 
the 1960s when he 
began studying 
metallurgy. After 
completing his four-
year diploma he then 
spent time with the 
Dorbyl Group’s 
foundry division with 
a major period at 

Salcast. Through 
various negotiations 
Fred Venter and 
partner Ronnie Pienaar 

got the opportunity in 1991 to take ownership of a well-
established foundry in the Boksburg East, Gauteng area. 
Greenhorn Foundry had been in business since 1961 
manufacturing smaller size castings. Venter and Pienaar 
changed the name of the company to High Duty Castings and 
also focused on expanding the business to include larger size 
castings for the pumps and valves industry, gearbox 
manufacturers, the compressor and hydraulics industries, as 
well as the agricultural, bearing and railway industries.

Interestingly High Duty Castings still operates from the 
facility that the original foundry that the partners acquired 

industry news

Family ethos still high on the agenda at  
High Duty Castings



High Duty Castings manufactures castings for the pumps and valves industry,  
gearbox manufacturers, the compressor and hydraulics industries, as well as  

the agricultural, bearing and railway industries

A new furnace body was also installed when High Duty Castings 
installed a Inductotherm 850 kW solid state power supply with  

a 2 MT capacity coreless melting furnace and the auxiliary  
equipment used in the melting of iron in September 2017

Great care is taken by High Duty Castings when installing new 
equipment. This is especially the case with its power supply 

equipment for melting. The equipment is housed in  
virtually an atmospheric controlled area
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had been set up on. Although, as Venter put it, it is not 
recognisable from those days with many alterations and 
additions having taken place. This trend in the foundry is due 
to be continued with an additional 300m² being added to the 
floor moulding area this year and extra melting capacity to be 
added. 

Another fact that Venter is proud of is the products 
manufactured from the early days - valves, pumps, 
agricultural products and railway blocks - still form the 
company’s core business and 40% of the company’s 
customer base have been doing business with the company 
since its inception in 1991.

Individual castings manufactured in the High Duty 
Castings division range from one kilogram up to 1.5 ton. The 
chemically bonded sand foundry side, which includes a sand 
reclamation plant that was installed by Lauds Foundry 
Equipment two years ago, produces castings to a maximum 
weight of 1 500 kilograms, while the green sand moulding 
foundry side produces castings to a maximum weight of  
250 kilogram.

The High Duty Castings division operates five days per 
week while the automotive division operates on a 24 hour six 
days a week with sufficient melting capacity from three 2 ton 
capacity and one 500 kg capacity induction melting furnaces.

With its focus on manufacturing iron castings, High Duty 
Castings has some 6 000 patterns in store, of which 
approximately 2 000 patterns are currently live. The company 
does have its own pattern shop and patterns are 
manufactured and refurbished to client specification, but it is 
not in the business of designing. 

“We are a foundry and we leave all aspects of casting 
design to the experts. We might not be creative on that side 
but in the rest of the foundry operations we are very 
resourceful and there are many examples in the foundry 
where we have figured out a better way to do things, 
manufactured the equipment or components ourselves and 
then incorporated them into our production process,” said 
Fred Venter.

High Duty Automotive
This statement could not be truer than when you are 

taken on a tour of this division. High Duty Automotive was 
established in 2001 and focuses on the manufacture of 
automotive castings in both grey and ductile iron. The success 
of this division has been as a result of Fred’s innovative 
thinking in coming up with production methods and processes 
that will not be found in any other foundry.

“We are not about to give our secrets away but in a 
nutshell we are able to manufacture castings that require less 
machining and labour intensive operations such as fettling, 
and are well within the required client tolerances and 
specifications and require very little material to be removed 
once cast. As a result these castings are not bashed around 
for a long periods in the shot blasting machine.”

“We have designed and manufactured our own stack 
moulding line that allows us to increase the throughput of 
castings. If you calculate the reduction in casting and 
machining time, less material used and less intensive labour 
and other operations required, it all adds up to huge savings 
for our clients in both time and money. And when you are 
delivering 100 tons of castings with an average weight of 2.5 
kilograms per casting you are saving huge amounts of rands 
and cents for them. We are also achieving a scrap rate of 
around one per cent on these castings. This proves that we 
are doing something right in our quality department.”   

“I would like to say that we are manufacturing a near net 
shape casting, as they claim in the investment casting 
industry, but we are not quite there.”

Safety critical components
“This division primarily casts safety critical components 

for the automotive industry. We are blessed in that we have 
seen tremendous growth over the years but it comes as a 
result of innovation and strict quality procedures. We have 
been accredited with the industry standard – ISO/TS16949 or 
IATF 16949:2016 as it is now known – since inception of this 
division.”

“More importantly we continue to invest in our 
manufacturing equipment to increase quality and save on 
production time. In September 2017 we installed an 
Inductotherm 850 kW solid state power supply with a 2 MT 
capacity coreless melting furnace and the auxiliary equipment 
used in the melting of iron.”

 “The power system used to supply and control the energy 
for melting combines the most recent engineering technology. 
The basic VIP® design, which for years has proven to be so 
dependable, has been further enhanced with the ability to 
withstand melt load and power line fluctuations, while 
continuing to operate without costly interruptions.”

 “The new VIP® control system supplied here regulates 

Magnesium preparation of the SG/ductile iron is always a 
spectacular show

Directors Fred and Brad Venter
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the melting signals by 
using a single control 
board. It has a 
revolutionary over-voltage 
protection circuit, an 
alternating current solid 
state circuit protection, and 
employs high capacity 
semiconductors for 
regulating the furnace coil 
frequency.”

 “The Melt-Manager® 
control system is able to 
perform a full range of 
diagnostic checks on itself, 
the VIP® power supply and 
the melting furnace each 
time the VIP® is started. 
These tests will detect 
problems before full power 
is applied to protect the 
equipment from damage. 
In addition, the Melt-
Manager® will continue to 
monitor the operation of 
the system throughout the 
full melting cycle.”

“Provision has been 
made for the installation of 
a second Inductotherm 
furnace for future 
expansion.”

“Lauds Foundry 
Equipment has also 
supplied all our rotary core 
blowing equipment with the 
latest two installed in 
2014. We are now able to 
produce 10 000 cores in a 
24-hour period, if 
required.”

“We are very upbeat 
about the future of the 
foundry industry and 
confident in our increased 
investments into High Duty 
Castings. We see growth in 
the automotive industry 
both locally and 
internationally. We don’t 
export directly but we know 
that approximately 60% of 
the components that we 
supply to our clients are 
exported once machined. 
That is millions of cars in 
Europe and the rest of the 

world fitted with our castings. But at the same we have seen 
very pleasant growth in the High Duty Castings division and we 
are looking forward to growing this division even further.”

For further details contact High Duty Castings on  
TEL: 914 1346 or visit www.hdcastings.co.za

Lauds Foundry Equipment supplied all of the rotary core blowing 
equipment with the latest two installed in 2014. High Duty Automotive 
are now able to produce 10 000 cores in a 24-hour period, if required
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Connectivity deepens operators’  
understanding of events and sharpens  

decision-making at Pressure Die Castings

Adopting the Industrial Internet of Things (IIoT), Industry 4.0 and Artificial 
Intelligence (AI) to become a Smart Factory has long been part of the company’s 

culture. However, the challenge for industry in South Africa in the future is 
educating and getting employees to adopt and understand the technology.  

New skill sets will be required in design, operation as well as other  
elements of the production and supply chain.

In our everyday lives we are 
becoming increasingly reliant on 
technology both in the work 

environment and in our private 
space. Whereas before our cell 
phone connected us to family and 
friends where there was no 
landline infrastructure, 
smartphones are now keeping us 
connected in more ways than one. 
This includes voicing our opinion 
on social media, being able to 
save photographs and documents 
to the cloud to share with others, 
remotely connect to the office, 
stream music or films, watch live 
TV and many other features that 
our grandparents and, in some 
cases still our parents, could not 
foresee or comprehend. The 
smartphone is not the only device 
able to keep us connected. There 
are many others and all you need 
is an affordable Internet 
connection. 

As smartphone access 
increases across South Africa and 
the transferring of data increases, 
the reliance on the Internet 
increases. Experts say that in 2017 there were about 29 
million smartphones in use in South Africa but only 21 million 
Internet users, which tells us a quarter of the smartphone 
user base in South Africa cannot afford data. Others say there 
are 18.48 million users and this is expected to reach over 25 
million by 2022. According to GSMA-I, South Africa is the 
second biggest mobile market in Africa after Nigeria but has a 
far higher mobile penetration rate than the west-African 
nation. As of 2016, South Africa has 37.5 million unique 
mobile subscribers, a 68% penetration rate, compared to 
Nigeria’s 86 million mobile subscribers, representing 45% of 
the population.

Whichever figures you use, there are plenty of users 
relying on state-of-the-art technology with one important link - 
the Internet. The high speed Internet of today is allowing a lot 

more data to be transferred 
remotely and giving us much more 
control over various aspects of our 
lives, and this is where industry will 
start to see massive leaps forward 
in the workplace.

Businesses are starting to 
utilise this connectivity in many 
ways, from automatic material 
ordering through to cloud-based 
software control. The premise 
behind Industry 4.0 is to take this 
one step further by connecting not 
just one machine but also the 
whole factory so it communicates 
as one entity.

To achieve this there is one 
more key element needed - the 
Industrial Internet of Things - and 
this boils down to creating smart 
devices/machines that 
communicate with each other and 
the outside world.

The challenge of IoT and 
connectivity skills is looming large 
for companies wanting to 
implement the Industrial Internet of 

Things, Industry 4.0 and Artificial Intelligence to become a 
Smart Factory

“We have long been a friend of automation and the use of 
devices and software for data interpretation, to improve 
productivity and quality and the bottom line. One of our key 
technology drivers of late has been the installation of robotics, 
taken up mainly in labour intensive areas, to remove human 
error and increase throughput rates without any quality 
issues. However, the opportunities with the use of robotic 
implementation, is only one aspect of the equation of product 
delivery. There are many others to consider,” says Pressure 
Die Castings (PDC) managing director Mike Wolhuter.

“We have also invested in the latest technology used in 
our production and service areas, added new processes that 
we can offer such as our chrome plating plant, employed a 
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number of smart and 
innovative engineers who 
are constantly working 
on important areas such 
as energy savings and 
process design 
improvements and in 
training our staff.”

“Pressure Die 
Castings employs 300 
people at our 
Pietermaritzburg, 
KwaZulu-Natal 
manufacturing site 
producing components 
and products for the 
automotive sector as 
well as the building, 
plumbing and electrical 
industries and 
components used in fire-
protection systems across the world. We are a proud exporter 
and 50% of our revenues are derived from our international 
customers.”

“In order to drive continuous improvement and enhance 
our competitive edge, we believe that PDC was one of the 
early adopters of the principles embraced in Industry 4.0. Data 
measurement and analytics are key to future success of any 
company but with it comes disruption.”

“The proliferation of smarter end points, data collection, 
scalable computing, mobility and visualisation are reshaping 
the future of industrial automation. Industry 4.0 solutions help 
to better gather and analyse data, and transform it into 
actionable, real-time insightful information. This supports the 
connection of global operations to the enterprise and 
extended business systems, allowing for better collaboration, 
faster problem-solving and improved innovation. Equipment 
and devices become intelligent assets capable of reporting a 
wealth of production information including diagnostics and 
energy. Having this knowledge enables faster and better 
business decisions that can help increase productivity, 
improve quality and help to meet demand more precisely and 
cost-effectively.”

“However, with these rapid advancements in technology 
come new demands on the workforce. It takes a skillset to 
enable IT/OT convergence and to take advantage of the 
potential in an industrial context. To get the benefits of 
Industry 4.0, technology and operations roles that have long 
remained separate are now blending, requiring additional 
skills and training for both individuals and teams.”

“To this end, workers on the plant floor are becoming 
experts in areas such as networking technology, data analytics 
and industrial security. Organisations embracing the new era 
of Industry 4.0 concepts and information-enabled 
manufacturing and industrial production are taking an active 
role in ensuring workers have the skills and knowledge 
necessary. This can help make the transition seamless and 
ensure they’re getting the most from their connected 
operations.”

“PDC have implemented real-time recording of cycles from 
casting and finishing machines. This real-time analysis at the 
machines is giving feedback to the operator on run-rates, 
targets, and recording the reasons for stoppages for later 
analysis by management. All this is done using POS touch 
screens, real-time recording of robot cycles and dimensional 
measuring make use of OPC protocol, Beckhoff open 
automation systems that are based on PC control technology 
and give operator level feedback of quality, operator and 

machine performance.”
“We have also 

recently purchased a 3D 
printer and this is saving 
costs on prototypes and 
jigging. We believe the 
future is mass 
customisation with 3D 
printing and not mass 
reproduction.” 

“But it is not just 
about the operators and 
machines. You have to 
look at the whole 
company in totality. Our 
electricity meters are 
constantly monitored for 
usage and then uploaded 
to PC for further analysis, 
biometric access control 
of staff is integrated 

directly to the payroll system, our stores have an automated 
ordering system of consumables, inventory control is 
monitored using 2D barcoding which updates our SysPro 
directly and the barcoding and scanning for correct 
identification of component or product.”

“Additionally our clients place orders directly into our 
SysPro, bypassing faxing or emailing of orders and eliminating 
any comebacks.”

“To do all of this though you have to have an ERP system 
similar to our SysPro system and the SysPro manufacturing 
software. Currently we have five Wi-Fi units onsite with a 
further four being installed. This gives full Internet access for 
all employees on their phones. An APP with user-decided 
metrics is installed on their phones, which allows us to gather 
this real-time data. Almost-live dashboards give management 
financial data feedback per department showing orders 
outstanding, stock levels, QARs and production achieved for 
the previous day. Management can then make informed 
decisions and take corrective action if necessary.”

“Data mining has no borders, as does automation. If you 
are committed and have the will there is a way to implement 
the technology and achieve a huge amount of the benefits 
associated. With less time spent doing the mundane work and 
by removing the guesswork from the equation it is easy to see 
the efficiency gains that are possible.”

“Foundries of the future will need to be reactive to the 
changing market place and by investing in Industry 4.0 they 
will have a competitive edge. Those adopting the concept will 
be more efficient and improve productivity but at the same 
time will be able to be more reactive to customer needs 
because these systems will give huge flexibility allowing more 
affordable short production runs.”

“Employees today are expected to have very different skills 
compared to those from 25 years ago. At our company 
learning and training is not an option anymore it is 
compulsory. All PDC employees will be expected to be 
computer literate by 2022.”

“To accomplish this in July last year we gave all 300 
employee free access to unlimited Wi-Fi in our quest to start 
the computer literacy programmes. We are also currently 
enrolling 90 of our permanent employees on a one year NQF 
level 3 Information Technology - End User Computing 
learnership. We hope to have all of our employees who are not 
computer literate yet, complete this learnership in five years.”

For further details contact Pressure Die Castings on  
TEL: 033 397 5500 or visit www.pdc.co.za



ArcelorMittal South Africa 
welcomes the decision by the 
Department of Trade and 

Industry (dti) to regulate the 
designation of locally produced 
services and goods or locally 
manufactured goods with a stipulated 
minimum threshold for local 
production and content in the Rail 
Permanent Way sector. 

“This is great news for both primary 
steel producers and the downstream 
steel industry as it will drive demand 
for locally produced steel content and 
locally manufactured steel products in 
state-funded rail projects, a key focus 
area in Government’s infrastructure 
development plans,” says Wim de 
Klerk, ArcelorMittal South Africa’s 
Chief Executive Office who stepped 
down at the end of January 2018.

“This is another definite and positive step forward in 
ensuring the sustainability of the South African steel industry. 
It is also a further demonstration of the Government’s 
commitment to protecting local manufacturing capacity. It is 
only through a collaborative effort between both public and 
private sector, and a combination of initiatives at many levels 
that we will stem the flow of cheap imports into the local steel 
market and reignite local manufacturing demand.”

According to the recently released Government circular, 
a ‘permanent way’ is the structure, consisting of the rails, 
fasteners, railroad ties (sleepers) and ballast or slab track, 
plus the underlying subgrade, which enables the trains to 
move. All primary steel products, including plates, coils, 
seamless tubes, round bars, angles, sections and wire related 
products, form part of this designation. 

Castings and forgings
Furthermore, all castings and forgings related to the 

assembly and manufacture of the Rail Permanent Way sector 
are included in this designation and must be manufactured 
and sourced locally.

Stipulated minimum local content for rail permanent way 
sector is 100% for rails and rail joints, ballasts, ballastless, 
turnouts/switches and crossings, railway sleepers, rail 
fastening and accessories and assembly and testing of 
fully built units. For railway maintenance of way plant and 
equipment it is 70%.

In the past year, Government has taken several positive 
steps to support the local steel industry, including the 
implementation of 10% import duties on heavy sections, 
designation of locally produced steel products in the 
construction sector, and the implementation of safeguards  
on hot rolled coil and plate.

ArcelorMittal South Africa  
welcomes designation of local  

steel for rail sector 
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Mondeco Solutions appointed  
new agent for Norican Global  

Group of companies
Group includes well-known foundry equipment manufacturing  

companies DISA, StrikoWestofen, ItalPresse and Gauss.



Mondeco Solutions have announced that they have been 
appointed the new agent in South Africa for the 
Norican Global Group of companies as of January 

2018. The Norican Global Group is home to five leading 
globally active brands: DISA, Italpresse, Gauss, StrikoWestofen 
and Wheelabrator. Together, they offer a broad spectrum of 
technological solutions for customers from a wide range of 
industries including the automotive and aerospace sectors as 
well as the foundry and aluminium sectors. They do this using 
a global network of engineering expertise, manufacturing 
capacity and local service support.

The Norican Global Group was 
established in 2008 through the 
merger of DISA and 
Wheelabrator. The  
Group was 
subsequently 
acquired by Altor 
Fund IV in 2014 
and in 2017 the 
Group acquired Light 
Metal Casting Solutions 
Group comprising 
StrikoWestofen, ItalPresse and 
Gauss.

As a Danish headquartered mid-market, 
multinational corporation employing 
approximately 

2 700 employees globally, serving over  
10 000 customers in more than 100 
countries, Norican provides metal parts 
formation and metal part preparation solutions 
across multiple industry segments through its 
leading technology brands.

Norican Group designs, develops, 
manufactures, supplies and supports melting, dosing, heat 
treatment, moulding and die-casting solutions, sand 
preparation and cooling preparation products, and surface 
preparation equipment, as well as parts and services. 
Foundries served by the group manufacture castings for 
industries including automotive, agricultural, home and 
kitchen, infrastructure, machinery and engineering and the 
municipality sectors.

The individual brands that form the Group are:
DISA
End-to-end grey iron foundry equipment manufacturers 

encompassing Disamatic vertical moulding lines, Disa Match 
matchplate moulding and Disa Flex horizontal moulding 
solutions, supported by sand plant solutions and core 
technologies

StrikoWestofen
High-end furnace technology and heat treatment solutions 

for the global light metal casting industry, including 
StrikoMelter melting furnaces, Westomat dosing furnaces, as 
well as sophisticated continuous or batch-type heat treatment 
systems

Italpresse and Gauss
Complete, integrated light alloy casting solutions, including 

machines and automatic work cells for high-pressure, low-
pressure and gravity die casting, with specialist expertise in 
supplying work cells for the production of complex automotive 
castings

Wheelabrator
Surface preparation (shot blasting) and shot peening 

technology, spanning both wheel and air blast equipment, 
parts and services, as well as vibratory finishing solutions 

and subcontract shot peening services
“We are excited about the opportunities this 
new association will bring and believe that it 

not only shows Norican’s continued 
commitment to the South African market, 

but an absolute 
determination to 
ensure that our valued 
customers receive the 
best possible support 

and service. All future 
enquiries for 

equipment, 
service and 
spare parts 
should be 

directed to 
Mondeco 

Solutions,” 
explained Petersen.

“Universal Blasting, the current Wheelabrator agent in 
South Africa, will continue as the agent until the end of March 
2018. Thereafter they will be appointed as sub agent and 
continue to support their clients in the industry.”

“The rationale behind the appointment of Mondeco 
Solutions as the agent in South Africa is to consolidate the 
Norican Global group’s business in South Africa.”

“Additionally, with Mondeco Solutions’ association with 
Endeco-Omega Foundry Solutions in South Africa it provides a 
security to current and potential future clients that we will 
provide local installation and after sales support for these 
international partners products.”

A crankshaft 
manufactured on a DISA 
24/28 Match moulding 

machine
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Johannesburg 
launch 20 February 
2018

“Mondeco will be 
holding an event in 
Johannesburg, 
Gauteng on the 20th 
February 2018 
where we plan to 
introduce ourselves, 
explain our new set-
up and provide you 
with product news 
and available 
services. Senior 
executives from the 
individual companies 
will be travelling to 
South Africa to give 
their perspective and 
answer any technical 
questions.”

“At Norican, we 
believe that 
technology leadership does not end with the equipment sale. 
It is essential that we support our customers throughout the 
lifetime of their equipment with technology, solutions and 
support in order to help them achieve optimum production 
performance and optimum product quality at a lower cost per 
part. We often rely on trusted partners like Mondeco in 
regions where we have no direct office to deliver both the 

sales and equipment support, and welcome them as a 
Norican partner,” said Per Edjorf, VP Sales & Service,  
Rest Of World at Norican Group.

For further information contact Peter Petersen of 
Mondeco Solutions on 079 448 1277 or email  
peter@mondeco.co.za or visit www.mondeco.co.za
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Organised by the South African 
Capital Equipment Export Council 
(SACEEC), in association with 

Specialised Exhibitions Montgomery, and 
endorsed by the Premier of Gauteng, the 
exhibition is scheduled to take place at 
the Expo Centre, Nasrec, Gauteng from 
21 to 23 May 2019.

The South African Capital Equipment 
Export Council (SACEEC), in association 
with Specialised Exhibitions Montgomery 
has announced the launch of the Local 
Manufacturing Exhibition 2019 (LME), an 
exhibition that aims to showcase South 
Africa’s local manufacturing capabilities.

 The manufacturing sector offers the potential to 
significantly accelerate South Africa’s economic growth and 
development. With a specific focus on Gauteng, the 
exhibition will showcase leading local industries to 
thousands of potential national and international investors. 
Cutting across a wide range of sectors, the exhibition’s 
objective is to demonstrate the power of local 
manufacturing as the key to unlocking vast economic 

empowerment, growth, development, job creation, export 
opportunities and investment, according to the press 
release.

 “SACEEC has been working closely with the Gauteng 
Provincial Government, which has identified key sectors of 
the economy that have the potential to address multiple 
imperatives such as greater economic inclusion and 
additional employment opportunities,” says Eric Bruggeman, 
CEO of the SACEEC.

“The manufacturing sector is considered one of 
Gauteng’s largest economic sectors and with its labour-
intensive characteristics and other socio-economic benefits, 
it has the power to create jobs and export opportunities 
faster than any other sector,” said Bruggeman.

 “The show will provide a definitive platform to present, 
launch and showcase leading local manufacturing 
capabilities to a highly qualified and targeted audience of 
decision-makers with major purchasing power. For visiting 
delegates, the show will present the best that South African 
manufacturing has to offer, across a broad spectrum of 
industries, including civils and construction, mining, 
agriculture, process industries and power and utilities, to 
name just a few,” according to Charlene Hefer, Portfolio 
Director of the LME.

 “The LME’s interactive style will 
provide multiple networking opportunities 
and free-to-attend seminars, providing 
exhibitors and industry experts with an 
opportunity to highlight industry 
challenges and opportunities,” says 
Hefer. 

“This will significantly enhance the 
value of the exhibitor and visitor 
experience,” she adds.

 “LME aims to promote and showcase 
local manufacturing across all industry 
sectors, to promote these leading local 
players to local and international markets, 
increasing their competitiveness, 
providing greater exposure to global 

markets and demonstrating South Africa’s strong export 
potential,” adds Bruggeman.

 “South Africa has faced some economic challenges in 
recent years, but with Government’s support we are 
focusing our efforts on establishing manufacturing hubs 
that will revive this economic sector, accelerate job 
creation, increase export opportunities and eliminate 
competition from cheap imports,” says Bruggeman. 

“Part of our mandate to promote the globalisation of 
local industry is to provide opportunities for promotion 
through events such as the LME,” he says.

 In 2017 the Gauteng Growth and Development Agency 
(GGDA) entered into a partnership with SACEEC to promote 
transformation in the manufacturing industry in Gauteng.

 The GGDA’s key objective is to spearhead economic 
development efforts for Gauteng by targeting local and 
international business stakeholders. The GDDA recognises 
the importance of investment as a driver of job creation, 
skills development and economic growth.

 One of the pillars of the partnership between GGDA and 
SACEEC is the development of existing and emerging black-
owned companies to integrate such businesses into the 
formal manufacturing sector in Gauteng.

 The LME is organised by Specialised Exhibitions 
Montgomery. Specialised Exhibitions will be working in 
collaboration with the SACEEC, a representative body for the 
capital equipment and machinery project sector, which has 
a mandate to facilitate the globalisation of South African 
industry, and take a proactive role in creating growth and 
export opportunities for local companies.

 For further details on the Local Manufacturing 
Exhibition visit www.localmanufacturingexpo.co.za

Local Manufacturing  
Exhibition 2019 launched

“South Africa has faced some economic challenges in recent years, but with 
Government’s support we are focusing our efforts on establishing manufacturing 
hubs that will revive this economic sector, accelerate job creation, increase export 

opportunities and eliminate competition from cheap imports.”
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The Ford Struandale Engine Plant in Port Elizabeth has 
reached significant production milestones this year as it 
gears up for expanded production to support the R3 

billion investment in its local operations by Ford Motor 
Company of Southern Africa.

In December 2017, the Struandale Engine Plant 
assembled its 500 000th Duratorq TDCi turbodiesel engine 
since the program was launched in 2011 for the new Ford 
Ranger, which is built at Ford’s Silverton Assembly Plant in 
Pretoria and exported to over 148 markets in Europe, the 
Middle East and Africa.

This takes the total volume of engines produced at the 
Port Elizabeth plant to 3.3 million units since it opened its 
doors in the Struandale industrial area in 1964.

Ford has a long and proud history in Port Elizabeth, 
having started its operations in the city in 1923. The 
Struandale Engine Plant has been a cornerstone of Ford’s 
South African legacy, evolving continuously over the past  
53 years to become a regional centre of excellence for the 
Ranger engine export programme.

“Reaching 500 000 Duratorq TDCi engines, and a 
cumulative 3.3 million engines since 1964, is a fantastic 
achievement for the Struandale Engine Plant which competes 
with some of the best Ford plants in the world,” says Ockert 
Berry, vice president of Operations, Ford Middle East and 
Africa. 

“It is one of the Eastern Cape’s top exporters, 
contributing to the success of the automotive industry and its 
supplier network in the region.”

Fully assembled 2.2-litre four-cylinder and 3.2-litre five-
cylinder Duratorq TDCi engines are supplied to the Silverton 
Assembly Plant for installation in the locally-built Ford Ranger 
pick-up and the seven-seater Ford Everest SUV. Engines are 
also exported to India and China to support their production 
of the Ford Everest, along with five-cylinder units being 
shipped to North America for the Ford Transit. A total of 34 
engine derivatives are produced for the various vehicle 
applications.

Along with its assembly operations, the Struandale Engine 
Plant also machines components for the Duratorq TDCi 
engines, comprising the cylinder head, block and crankshaft, 

which are used for local engine assembly, as well as export 
to Ford engine plants in Argentina and Thailand. More than 
1.3 million component sets have been produced since 2011.

R3 billion investment to expand production capacity
“Due to its unprecedented global success, demand 

continues to grow, both locally and internationally for the 
Ford Ranger,” Berry states. 

“Accordingly, we have invested R3 billion for both product 
and capacity related actions to accommodate the increasing 
market volumes for the Ranger in South Africa and our export 
markets.”

“The Struandale Engine Plant already achieved its 
highest-ever volumes for component machining and engine 
assembly during 2017, and we expect to set new records 
again in 2018,” he adds. 

“The R3 billion investment reaffirms Ford’s ongoing 
commitment to South Africa as a local manufacturer, 
exporter and key employer in the automotive sector, 
supporting a large number of direct jobs as well as indirect 
employment through our extensive supplier base.”

Additionally, Ford is preparing for the launch of the first-
ever Ranger Raptor. 

“The Ford Ranger is already one of South Africa’s best-
selling vehicles, and we’re exceptionally proud to confirm 
that this highly anticipated performance model will be 
assembled in South Africa from 2019,” says Dr Casper 
Kruger, managing director of Ford Motor Company Sub-
Saharan Africa Region.

“This is yet another fantastic achievement for our local 
team, and signals our ability to produce world-class products 
of the highest calibre.”

As an exciting new addition to the Ford Performance 
family, the Ford Ranger Raptor is a purpose-built, desert-
racing inspired model that builds on the unrivalled heritage 
of Ford Performance’s legendary F-150 Raptor, the world’s 
most extreme production pickup.

Designed and engineered to deliver an adrenaline-
pumping driving experience, the Ford Ranger Raptor sports a 
head-turning exterior look that exudes toughness as well as a 
level of capability and off-road performance never before 
seen in this segment.

Significant milestones for  
Ford Struandale engine plant, expanded  

production for 2018 and beyond
Plant exceeds three million engine production milestone.
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The Industrial Development Corporation (IDC) is currently 
assessing 21 potential transactions, worth a combined 
R437 million, arising from applications for support 

under a R1.5 billion industrial financing scheme set up in 
2017 to support manufacturers of value-added steel 
products.

The incentive, officially known as the Downstream Steel 
Industry Competitiveness Fund, became effective on 7 June 
2017, and has been established to support domestic metals 
manufacturers facing import competition.

It is also seen as a way of partially offsetting the effect of 
government’s decision to raise tariff protection on primary 
steel products produced by ArcelorMittal South Africa.

The incentive is available to existing downstream steel 
manufacturers seeking to improve their competitiveness, as 
well as those companies in distress with bankable 
turnaround strategies. Start-up enterprises and early-stage 
technologies and prototypes are also considered on a case-
by-case basis.

The fund has been created using a R95 million grant 
from the Economic Development Department, which will be 
disbursed to the IDC, in three tranches, from 2017/18 to 
2019/20.

The development finance institution is using the grant to 

leverage a larger R1.5 billion incentive that is extended to 
eligible beneficiaries as a subsidy against IDC’s normal 
interest rates.

For large, or medium-sized enterprises with revenues of 
above R123.5 million a discount of 1.5% is applied when 
compared with the IDC’s normal risk pricing. However, the 
discount rises to 2% for smaller firms with yearly revenues of 
less than R123.5 million.

To date, three transactions, valued at a combined R42.4 
million, have been approved, translating into an interest 
subsidy of R1.5 million. The approved transactions are 
expected to support 104 jobs.

The IDC has not disclosed the identities of the recipients, 
but reveals that the beneficiaries produce security fencing, 
cast iron and steel products and fabricated metal products, 
such as tanks, reservoirs and metal containers.

Qualifying recipients are entitled to use the funds for 
capital and working capital purposes, including for 
infrastructure investments and the purchase of capital 
equipment.

The fund will run over a period of 10 years in the form of 
an interest rate subsidy, but the maximum term for 
individual transactions is five years, after which normal IDC 
pricing resumes.

IDC assessing 21 applications  
under R1.5 billion downstream steel incentive
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Verdant Capital has facilitated selling Saint Gobain 
Pipelines, a subsidiary of Saint Gobain South Africa, to 
Kutana Steel, a wholly owned subsidiary of the Kutana 

Group. Saint Gobain South Africa is a subsidiary of Compagnie 
de Saint Gobain, one of the largest top100 industrial 
companies in the world, is listed on the Euronext Stock 
Exchange and has a market capitalisation of USD 32 billion. 
Saint Gobain hired Verdant Capital to sell Saint-Gobain 
Pipelines when it ceased to be core to its business.

The Kutana Group is a South African women-owned BBBEE 
investment firm. Kutana were identified by Verdant Capital as a 
potential buyer following their acquisitions of similar and 
potentially synergistic businesses from Aveng in 2016: 
Steeledale and E+PC Engineering and Projects. The 
transactions are part of a broader transformation of the 
industrial sector in South Africa.

Saint Gobain Pipelines is involved in the production of iron 
castings for industrial parts (especially into the mining services 
and transportation infrastructure sectors) and cookware. Its 
iron cookware products are supplied under the BestDuty and 
Chef Supreme brand names, both of which have developed 
strong brand value over many years. The company held a 

comparative advantage over competitor firms and products 
flowing from China in terms of both delivery times and local 
content requirements in certain industries e.g. valves and 
railways. The business was founded in 1946 as Besaans du 
Plessis and had been acquired by Saint Gobain in 1998.

Transaction volumes in South Africa over the last two years 
have been impacted by weaker macroeconomic conditions and 
by political uncertainty, and the knock-on impact on business 
confidence. Notwithstanding these headwinds, Verdant Capital 
structured and implemented a targeted process to achieve the 
client’s objectives of a clean sale.

Verdant Capital acted as sole financial advisor with respect 
to the sale of Saint-Gobain Pipelines. Verdant Capital has 
completed three cross-border M&A transactions in 2017 alone.

Thoko Mokgosi-Mwantembe, CEO and founding member of 
Kutana, says the group takes a long-term view of the potential 
for growth in infrastructure, development and mining in South 
Africa, while investing in the steel and industrial manufacturing 
sectors whose fortunes are closely aligned with infrastructural 
development.

“Investment for infrastructure development is a crucial part 
of raising South Africa’s growth rate. It is at the centre of 
achieving sustainable, socially cohesive and growth oriented 
development and transformation.”

“We invest in companies alongside their management 
teams and staff as we believe in entrepreneurial businesses 
with a culture for driving growth. Our view is that all the staff in 
the business should share in this growth,” said Mokgosi-
Mwantembe.

“By taking these businesses out of large corporates we can 
drive a more entrepreneurial culture, transformation and 
growth by empowering the staff.”

The company has also recently sent out a notice that it has 
been given permission to change the name from Saint-Gobain 
Pipelines to Besaans.

Kutana Steel purchases  
Saint-Gobain Pipelines 
Company changes name to Besaans.

Traditional, healthy and good fun. Potjiekos has been around, loved 
and enjoyed for a long time. The traditional pots started life in the 

1500s when humans first learned to cast iron. The 1600s brought the 
pots to Africa along with the explorers and missionaries. The locals, 
seeing the value of these items began to trade their commodities in 
exchange for them until the potjie had reached all cultures within 

Africa. With modern technology and green sand casting, it is possible 
to produce this high quality cookware today that is as popular as it 
was back then. Locally the iron cookware is known as the Best Duty 

range and has been manufactured by Besaans for 50 plus years
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“The manufac-
turing indus-
try’s role in 

the South African 
economy has seen a 
long and sustained 
decline. From contrib-
uting nearly a quarter 
of GDP in the 1980s, 
the sector added a 
mere 13% to the 
country’s GDP in 
2016. Job creation 
has also not material-
ised. After 400 000 
jobs were lost follow-
ing the 2008 global 
financial crisis, the 
sector failed to recov-
er and today employs 
300 000 people 
fewer than in 2008,” 
says Daniel 
Schwartzkopff co-
founder of 
DataProphet.

“To reignite the 
sector, industry bodies have set out ambitious growth targets. 
The Manufacturing Circle, the industry’s voice, recently 
launched its ‘Map to a million new jobs in a decade’ plan. It 
aims to expand manufacturing’s contribution to the country’s 
GDP to 30% and create between 800 000 and 1.1 million 
direct jobs, as well as five to eight times as many indirect jobs 
in the process.”

“However, aside from a single line about focusing on 
education as an essential service and ‘promoting high 
standards instead of high pass rates’, there seems to be little 
to no acknowledgement that for SA to become a globally-
competitive manufacturing hub, it needs skills that can 
interface with the technologies driving global manufacturing 
progress.”

Manufacturing no longer mass employer
“Instead of relying on a large pool of labour, which was 

until quite recently the hallmark of the South East Asian 
sector leaders, modern manufacturing is capital intensive - 
with a focus on using technology to improve production. New, 
more efficient production technology requires fewer but much 
more highly-skilled workers to operate - the promise of ‘a 
million jobs,’ then, is a false one, at least for any country 
wishing to compete at a global level.”

“Even the Minister of Trade and Industry, Rob Davies, who 

until recently was 
touting manufacturing 
as a key job growth 
enabler, has recently 
acknowledged the 
disruptive changes in 
the nature of 
production due to 
technology. At the 
recent ANC policy 
conference, the 
minister stated it would 
be ‘data management 
and digital firms that 
will be at the apex of 
value chains’.”

“Nobel Prize-winning 
economist Joseph 
Stiglitz said at a recent 
event in Cape Town 
that, while it’s attractive 
to want to imitate the 
manufacturing-led 
growth path of South 
East Asian countries 
such as China, Japan, 

and South Korea, South 
Africa will never achieve it. Manufacturing productivity 
leveraging next-generation technologies such as IoT, big data, 
machine learning, and robotics has increased productivity so 
much that it is currently outpacing demand.”

“He went on to advise that countries need high-quality 
public education for a well-functioning manufacturing sector, 
highlighting how over the past 250 years, the global increases 
in our standard of living can mostly be ascribed to 
improvements in learning. Here, the government should focus 
on the so-called Stem fields - science, technology, engineering 
and maths - to equip workers with the skills they need to 
successfully interface with the broad range of exponential 
technologies entering our world.”

Machine learning leading the manufacturing sector race
“Modern manufacturers are all focused on three key 

priorities: Speeding up production, improving the quality of 
manufacturing output, and reducing cost. In this, machine 
learning and AI are emerging as the go-to technologies for 
driving enhanced process efficiencies while lowering 
operational costs and maintaining global quality standards.”

“Quality engineering methodologies such as Six Sigma 
programmes are valuable, but the increasing complexity of 
quality process monitoring requires a level of sophistication 
that these techniques cannot match.”

Focus on digital skills  
Technology to reignite South Africa’s  

manufacturing sector 
Harnessing next-generation technologies such as big data,  

machine learning and robotics is key.





An investment of five million euros for the installation of 
a cutting line at the Columbus Stainless factory is 
approved.

Spanish stainless steelmaker Acerinox will invest €5 
million ($6 million) in a new cutting and slitting line at its 
Columbus stainless 
steel mill in South 
Africa.

The new line will 
allow the Columbus 
mill, which has 
capacity for 500 000 
tons per year, to 
increase exports by  
3 000 tons per 
month, Acerinox said. 

“This new 
equipment will also 
increase direct sales 
to our clients from 
the factory, improving 
service and reducing 
delivery times,” it 
added. 

Acerinox will 
invest a further three 
million euros for 
replacing the melting 
shop refrigerated vault of electric furnace number 2 at its 
Acerinox Europa plant (Campo de Gibraltar, Algeciras). The 
replacement of the Acerinox Europa melting shop electric 
furnace vault will allow optimisation of production processes 
and improvements in costs and energy efficiency, thanks to 
the reduction in refractory and electrodes consumption and 
the increase in furnace availability time.

The installation of this new machinery is another step 
forward in caring for the environment as it allows reducing 
consumption of graphite electrodes by 10%, thereby reducing 
CO2 emissions from this section. Less volume of water will 
also be needed for it to work and maintenance operations 

will be provided 
improving 
productivity.

Acerinox Europa 
is one of the most 
advanced and 
efficient stainless 
steel factories in the 
world.

Columbus 
Stainless, part of the 
Acerinox Group of 
companies, is the 
only stainless steel 
mill in Africa. Based 
in Mpumalanga, 
South Africa, they 
produce austenitic 
stainless steel, 
ferritic stainless steel 
and duplex stainless 
in plate, sheet, coil 
and strip. 

They manufacture the most popular grades of stainless 
steel, such as austenitic grades 304 stainless and 316, 
ferritic grades 430, 444 and 441, as well as 3CR12 - a 
corrosion resisting steel that they have developed for 
improved weld-ability and low cost applications. They also 
supply duplex stainless steel grades 2205 and 2304 in  
sheet and coil.

Acerinox to install  
$6m cutting line at South African stainless mill

“Machine learning can serve as a powerful tool in large, 
sophisticated manufacturing operations. Its power lies in the 
ability to examine process data and extract patterns and 
relationships without imposing any adjustments to the 
production process, the outcomes of which can augment 
production processes to achieve higher yields.”

“While most manufacturing operations are different, all 
have rudimentary data infrastructure that can be processed 
and mined for value by skilled data scientists. A single view of 
all operational data helps to reduce the complexity of 
managing multiple types of data and assists in the 
development of a set of prescriptive models that can help 
manufacturing processes move toward deeper forms of 
automation.”

Toward a zero-defect manufacturing future
“In one example, the implementation at one of the largest 

foundries in the Southern Hemisphere of supervised and 
unsupervised machine learning capabilities produced a 0% 
external scrap rate, saving the manufacturer as much as  
R10 million every month. With not a single defective casting 
shipped, the foundry is now able to reinvest savings into 

boosting productivity further, while also enabling the executive 
team to bid for projects against some of the leading 
manufacturers in the world. These are the building blocks of 
creating a globally-competitive manufacturing industry.”

“However, all of this requires that the human element 
interfacing with the technology is sufficiently skilled to 
understand the insights gained from the data, make the 
necessary adjustments, and track improvements and changes 
in production to optimise yield. Right now, the dire lack of 
skills in South Africa is undermining industry-wide efforts to 
revitalise the local manufacturing sector, while the global 
manufacturing leaders are powering ahead with a lean but 
highly skilled workforce.”

“Machine learning is a transformative technology that can 
put the South African manufacturing sector on par with the 
best in the world. But without the requisite skills, 
manufacturers will struggle to realise its full potential.”

“The sector should prioritise skills development over mass 
job creation, and work with experienced technology partners 
who can deliver rapid productivity gains while helping build a 
roadmap to survive the ‘fourth Industrial Revolution’.”



30   castings sa   vol 18 no 5   February 2018

international news

The Aga foundry shut for the final time in 
November 2017, with the 42 remaining 
workers leaving their boots and helmets on 

the famous Coalbrookdale Co gates as they left.
Telford & Wrekin Councillor Nicola Lowery, 

who represents the Ironbridge Gorge ward, 
said she had spoken to the site owner and 
understands the site will be put on the market 
with the industrial units intact.

“This is highly encouraging as it will certainly 
promote the industrial potential whilst hopefully 
taking an innovative approach to how the site 
can evolve to future-proof for the future.”

“The Coalbrookdale foundry resides 
within the world heritage site boundary and 
conservation area, therefore this will have to be 
considered as part of any future proposal, given 
our duty to protect and enhance the outstanding 
universal value of the Ironbridge Gorge World 
Heritage Site.”

“I shall continue working closely with the 
owners and look forward to working with JLL 
to secure a positive and innovative use for the 
site.”

“It was extremely sad to see the Ironmen 
of Coalbrookdale leave the foundry for the 
final time, but their legacy and achievements 
continue to live on in many ways in the Gorge 
through the many different memories and castings across our 
community.”

“I understand some of the Ironmen have also secured 
work in local foundries, which is excellent news so they can 
continue to use their skills and experience in this unique 
sector.”

“As for the future, it is imperative we begin to look at the 
future use proactively, to secure an appropriate and sensitive 
buyer who is able to understand the potential of this site. 
As the birthplace of the industrial revolution, the history 
associated with this site is unparalleled. Therefore, it is 
essential that a buyer is identified that takes inspiration from 
this.”

The foundry was started in the 18th century by Abraham 
Darby I, who developed new processes for smelting iron. This 
was a major step forward in the production of iron as a raw 
material for the Industrial Revolution.

Over the years the company stayed on the cutting edge of 
iron founding and played a key role in the building of the Iron 
Bridge and countless other landmarks around the world.

Aga Rangemaster announced that it would be closing the 
Coalbrookdale Foundry in May last year, saying that it was no 

longer “economically viable”.
A crowd of former staff members and residents gathered 

outside the factory to say goodbye to staff members when it 
closed for business. Many of the last employees had turned 
up for work that morning and were told they were no longer 
needed and were sent home.

Aga Rangemaster was sold to Illinois-based food services 
giant Middleby Corporation in 2015, in a deal worth about 
£129 million.

Coalbrookdale in Shropshire’s Ironbridge Gorge was where 
Abraham Darby I first smelted iron ore using a fuel called coke 
instead of charcoal, which made it easier to mass produce 
cast iron.

Now part of the Ironbridge Heritage Buildings, the foundry 
was where Abraham Darby III built the first ever Iron Bridge, 
with beams and ribs cast there in 1709. A hundred years later 
in 1802 the world’s first steam railway locomotive was built 
there by engineer Richard Trevithick.

During the Second World War, the foundry was used as a 
site to build Lancaster bombers, before it was taken over by 
Aga in 1946.

With such rich history, the small Telford village is referred 
to as ‘The Birthplace of Industry’.   

Historic Coalbrookdale  
Aga foundry site up for sale

A ‘For Sale’ sign has been put up at the site of  
Aga’s historic Coalbrookdale Foundry.
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Heavy load: Great Paul starts on its journey to London from  
Taylor’s bell foundry in Loughborough in 1881

The bells of St Paul’s are 
to fall silent for the first 
time since the Second 

World War so they can be 
cleaned and restored. A 
successful funding campaign 
raised almost £400 000 to 
pay for the work amid 
concerns that the bells could 
fall from their mounts if they 
were not repaired. 

The 12 bells will be 
returned to the foundry of 
John Taylor & Co in 
Loughborough, where they 
were cast in 1878, so 
specialists can remove grime 
and fit them with new moving 
parts.

The bell frame will also be 
strengthened to avoid any risk 
of fall and better lighting will be added to the ringing room.

It will also be furnished with records of peals rung at 
particular historic moments, including new ones for the 
Olympic and Paralympic marathons and the Queen’s golden 
and diamond jubilee. 

The bells are normally rung three times on a Sunday 
following services but last rang on New Year’s Day and have 
been silent since to allow for work to prepare them for 
removal. 

The restoration marks only the third period when the bells 
will be silent for a significant period, following the two world 
wars and a period between 1925 and 1930 when the 
cathedral was shut for building work. They are due to be 
replaced in time for the 140th anniversary of their creation on 
November 1 this year.

The cathedral has two 
other sets of bells, including 
a service bell, dating from 
1700, which chimes to let 
worshippers know a service 
is due to begin and a set of 
clock bells, which chime 
every quarter of an hour, 
which will not be removed.

The Reverend Canon 
Michael Hampel, precentor 
of St Paul’s, said: “The call 
to worship of bells is a 
sound that threads itself 
through the history of 
western Christianity and is 
part of the fabric of the 
British nation.” 

“This exciting project will 
ensure that the bells of St 

Paul’s continue to signal the 
Church’s presence to the City and to the world.”

Taylor’s foundry of Loughborough, Leicestershire have 
produced many bells over the years and are world renowned 
for the quality of its bells, whether for use in change ringing in 
church towers or for bell music in carillons. The town itself has 
a wonderful 152ft-high war memorial carillon, containing 47 
inscribed Taylor bells.

One of the company’s most prestigious contracts came in 
1878, when the foundry supplied a heavy ring of 12 bells to 
the nation’s main church, St Paul’s Cathedral, in London.

By November of the same year, the Dean and Chapter of 
St Paul’s were persuaded to consider the possibility of 
acquiring a bourdon bell, similar to those found in some 
continental cathedrals.

Sir John Stainer, the well-known composer and organist of 
St Paul’s, was asked to look into the issue and forwarded the 

Bells of St Paul’s to fall silent  
for first time since Second World War as they 

are removed for cleaning and repairs

St Paul’s from a distance

St Paul’s Cathedral in London
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proposals for a low-pitched bell to the Taylor foundry.
This was the beginning of Great Paul, one of the most 

famous bells in the world and its fascinating story is told in a 
book by Trevor S Jennings.

The bell weighed over 16-and-a-half tons and was the 
largest ringing bell cast in England. It was one of Taylor’s most 
impressive achievements and its manufacture required a lot 
of innovation and expense. However, it brought great acclaim 
to Taylor’s business.

Once Great Paul had been cast, it was put on display in 
the foundry over Christmas week 1881. People came in their 
hundreds from miles around to view this amazing sight.

One of the most important aspects of the bell’s story was 
its transportation from Loughborough to London.

It was placed in the cathedral’s south-west tower. The bell 
was a vast structure over 10ft-high and with a diameter of 
more than 11ft and consequently, very careful planning was 
necessary.

Hauliers, boat owners and railway companies were 
consulted and various ideas were put forward including a 
quite serious suggestion of “harnessing several elephants to 
heave the bell” to which Mr Taylor replied: “Such animals are 
difficult to acquire!”

If taken by rail - the normal form of transporting bells - the 
width of the bell would necessitate closing the down line to 
accommodate it. Bridges and tunnels were also a possible 
problem. The solution came via a firm of Coventry engineering 
contractors who were engaged to provide two Fowler 
agricultural steam traction engines.

Thus the bell began its ponderous 11 day journey to the 
City of London.

Behind the man with the flag came the leading engine, 
which pulled the bell on its specially constructed trolley. Then, 
the second engine drew a tool cabin and a mobile shelter for 
night time use by the hauliers! The journey attracted great 
interest, being a lead feature in both local and national press.

Great Paul and the clock bells: The south-west tower houses  
Great Paul, the largest bell ever cast in the British Isles, which 

weighs 16½ tons. Sadly, Great Paul has not sounded for several 
years because of a broken chiming mechanism. There are also three 
clock bells. The largest, Great Tom weighs over five tons, and as well 
as striking the hours, is tolled on the death of senior members of the 
Royal Family, the Archbishop of Canterbury, the Bishop of London, 

the Dean of St Paul’s or the Lord Mayor of London
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Altair Engineering and solidThinking showcased a preview 
of Click2Cast 2018 for the first time at Euroguss 
exhibition that took place in January 2018 in 

Nuremberg, Germany. 
The new release has powerful geometry creation and 

editing capabilities that have been added for users to be able 
to design and optimise the entire casting process within a 
single environment. For the first time, component designers 
and downstream analysts will be able to communicate within 
a single user environment, including a broad range of tools 
that will help make changes to the component, evaluate areas 
of porosity, create remedial risers or sleeves or cooling lines 
and re-evaluate and optimise the 
process for producing a high-
quality component. 

“Click2Cast has seen great 
adoption across the globe for 
being fast, easy, accurate and 
affordable and as such, a fine 
balance between usability and 
function had to be attained in the 
development of the new release,” 
said Ravi Kunju, Vice President of 
Manufacturing Solutions at Altair. 

“We are excited that we have 
not compromised on any front 
despite adding powerful 
capabilities. Our philosophy of 
bringing high-end simulation tools 
to the early stage of the design 
process with our solidThinking 
Inspire® framework has had 
tremendous impact in the design 
community. Now we are doing 
exactly the same with casting simulation, by packaging it in 
the same framework as Inspire. Our development team has 
worked extremely hard and done a phenomenal job with both, 
our solvers and the tool’s interface and we are confident that 
users will love the experience even more now.”

While the official release is planned for March 2018, 
visitors to the Altair stand at Euroguss could sign up for a free 
trial and experience the powerful capabilities first hand. The 
new version contains the following key enhancements: 

• Completely new user environment based on the Inspire 
framework with powerful geometry creation and editing 
capabilities

• Ability to create runners, risers, chillers, over-flows, and 
sleeves and modify them on the fly

• Automatic generation of core geometries (ready for 3D 
print export)

• Single click solidification simulation
• Enhanced visualisation capabilities including temperature 

evolution on flow fronts
• Dynamic and multiple sectional cuts
• Ability to read multiple file formats

“I have not seen anything else like it or even close to it, 
and I just cannot wait to get this to my customers. This next 
generation Click2Cast is a definite game changer. With its 
powerful capabilities combined with its affordability, the return 

on investment is unparalleled. 
Even for the occasional users, 
the ease of use of Click2Cast 
helps catapult the exploration 
towards advanced simulation 
giving more people access to 
the technology they never had 
before, helping the entire supply 
chain in the process,” said 
Howard Weinberg, Founder 
Partner, Spot Technologies.

“Click2Cast is continuously 
enhancing its functionality to 
serve more and more complex 
user cases while keeping the 
user interface industry specific, 
consistent and easy to use. 
When adding new capabilities 
or releasing a new version this 
can be a real challenge. Looking 
at the example of gating and 
cooling line modelling, which 

are new functions in this version, solidThinking has proven 
that it can live up to its commitment. Both additions are 
simply amazing! Click2Cast 2018 is really going to catch on 
with die developers and casting engineers,” said Òscar Íñigo, 
Die Casting Consultant, InytialGo.

In addition to the trade show itself, bdguss and VDD, the 
two major German casting associations hosted the “Druckguss 
Tag” during Euroguss. Felix Radisch of solidThinking presented 
“Simulation Driven Development for Casting Design - aided by 
Topology Optimization” at the conference.

For more on Click2Cast 2018 contact Fiona Richardson  
of Altair South Africa on TEL: 021 831 1500, email 
frichardson@altair.co.za or visit www.solidthinking.com or 
www.altair.com or www.solidthinking.com/click2cast_land.
html

Altair releases revolutionary new 
geometry ‘Avatar’ of click2cast 

Click2Cast revolutionises the casting process by adding powerful 
geometry tools specifically for easily creating runners, risers, 
sleeves, chillers and cooling lines within a single environment, 
benefiting the entire supply chain in producing high quality 

casting, quickly and economically
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The Castings Group of the Advanced Manufacturing 
Research Centre (AMRC) has unveiled the largest 
ceramic shell titanium casting ever created from a 

single pour in Europe.
The casting is a milestone test piece and will become a 

showcase for development of the AMRC’s titanium casting 
facility, which became 
operational earlier this year.

The large-scale, near 
net shape casting is an 
industrial centrifugal pump 
housing, used for highly 
corrosive applications in the 
chemical and petrochemical 
sectors. It was poured from 
a 680kg melt with a 200kg 
finished part weight.

“This test piece is a 
significant step forward for 
us and the UK as a whole. 
We are the UK’s only 
titanium melting facility, 
and this achievement sends 
a clear signal that the country 
is open for business for large-scale titanium casting,” said 
AMRC Castings’ General Manager, Richard Cook.

“Global capacity for titanium castings, particularly of this 
size, is scarce. Indeed it has actually decreased in recent 
years, despite growing demand. There is a clear need for this 
kind of capability and our research and development will 
underpin the ability for the UK to remain competitive in a 
global market.”

AMRC Castings is now working towards its goal of pouring 
over 1 000kg of titanium for a 500kg part-weight centrispun 
casting by May 2018, testing the boundaries and limits of 
their Retech consumable electrode castings furnace.

The furnace has three interchangeable crucibles capable 
of melting titanium for castings weighing up to 500kg and 2 
000mm in diameter by 2 500mm in length.

The group is already dealing with enquiries from 
companies wanting to exploit the technology and are 
currently conducting paper studies and piloting the first 
research projects.

“The AMRC are currently engaged in several projects 
looking to improve capability and technology to enable more 
complex, higher integrity components to be designed for 
manufacture with improved metallurgical quality and 
increased dimensional accuracy,” said Principal Metallurgist, 
Matt Cawood.

“Having the ability to pour large-scale castings as part of 
a research and development activity combined with the 
surrounding facility of industry-scale equipment and 
technical expertise is a unique offering that is drawing in 
many of the world’s largest users of titanium castings to 
work with us.”

For further details visit www.amrc.co.uk

AMRC Castings unveil  
largest ceramic shell titanium  

casting created in Europe
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Scania plans to invest about 
EUR 150 million in a new 
foundry in Södertälje, 

Sweden, in order to triple 
production capacity and achieve a 
50 per cent reduction in energy 
consumption compared to the 
technology and methods used in 
the current foundry. Through more 
efficient materials handling and 
recycling, a sharp reduction will 
also be achieved in the transport 
need per manufactured unit. The 
foundry will be operated using 
electricity produced from 
renewable energy sources.

“In the ongoing shift towards a 
fossil-free society, even more 
energy-efficient combustion 
engines as well as combustion 
engines that operate on biofuels 
and gas will be needed, in 
particular for trucks and buses in 
long distance transport. The new 
foundry will be instrumental in 
providing such engines,” says 
Ruthger de Vries, Executive Vice President, Head of 
Production and Logistics at Scania.

The investment in a completely new foundry is one of 
Scania’s largest single investments in an entirely new 
industrial plant. The investment decision was preceded by a 
comprehensive analysis of various alternatives, such as 
increased purchasing from external suppliers or a 
conversion and extension of the existing foundry. 

“A completely new plant is the most cost-efficient 
solution and the best alternative from an environmental and 
quality standpoint when it comes to the future supply of 
strategically important parts for our engine production. 
Through this investment, we will also retain important 
proximity to our research and development organisation, 
which is concentrated in Södertälje. Meanwhile, this means 
that Södertälje will continue to be the hub for our European 
engine production,” says de Vries.

Heat recovery and more efficient materials handling
The energy usage per ton produced in the new foundry is 

expected to be 50 per cent lower than in the existing facility. 
The largest energy gains will be obtained through 
improvements in the casting process and recovery of the 
heat this generates. 

With the introduction of new methods for materials 
handling and recycling, transports will also be reduced in 
relation to the number of units produced. The largest single 
energy saving will be achieved through recycling of the sand 
used in production of casting moulds, so-called cores, where 
it will be possible to recycle 70 per cent of the sand. The 
technology used in the current foundry does not permit any 
sand recycling. The sand is transported long distances by 
truck. These transports will not increase despite a tripling of 

production volume.
“From a sustainability perspective, this means that we 

will reduce the use of a finite resource while the climatic 
impact from sand transport will not increase despite a 
tripling of production volume,” says de Vries.

Strong consideration for local environmental impacts
Scania’s decision to invest in a completely new foundry 

was based on consideration of the local environmental 
impact in the form of noise and emissions from the 
operations and also from goods transport services. The 
current foundry, which was constructed in 1914, is located 
in an industrial estate close to central Södertälje, while the 
new plant will be built in one of the outlying areas of the city 
at Tveta industrial estate, situated west of the E20 route.

The planning of the land for the new foundry in 
Södertälje will begin after the necessary environmental 
impact assessment is concluded, which is expected to 
happen during spring 2018, and the start of construction is 
planned for January 2019.

At full capacity utilisation the new foundry will employ the 
same number of people as the existing foundry i.e. almost 
200 employees.

Scania is a Swedish truck manufacturer with a global 
footprint, 45 000 employees and sales in more than 100 
countries. The company, which was founded in 1891, 
currently has production facilities in Europe, South America 
and Asia. 

Some 15 000 people are employed by Scania in Sweden 
where significant investments have recently taken place. 
These include a comprehensive EUR 200 million upgrade of 
Scania’s facility in Oskarshamn in 2016, which was 
transformed into the most modern cab factory in the world 
equipped with 283 high-tech robots.

Scania invests EUR 150 million 
(SEK 1.5 Billion) in energy-efficient foundry
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Italpresse Gauss launches  
AMe Interactive Assistant

At the last Euroguss, Italpresse Gauss presented the 
mobile version of HMe, a machine control system with 
advanced data management and diagnostics 

capabilities developed by Italpresse together with 
Wonderware, a leading industrial software brand by Schneider 
Electric.

The cooperation between Italpresse Gauss and 
Wonderware continued over the past two years and led to the 
development of Italpresse Gauss’s powerful AMe app for live 
remote maintenance and service assistance.

The AMe Interactive Assistant boosts maintenance 
efficiency and the speed of trouble-shooting by enabling 
maintenance workers to establish a live video connection with 
an Italpresse Gauss expert, access drawings and machine 
documentation and follow maintenance guides on screen, all 
via a tablet. 

Making this technology available on a mobile device 
means workers can use it directly at the machine. Shared 
video allows both Italpresse Gauss experts and the 
maintenance workers to then look at the machine together 
and identify faults faster. 

Augmented and virtual reality enable staff in-situ to 

access guided maintenance protocols that show the whole 
machine in 3D, along with step-by-step instructions and 
detailed parts inventory. 

Pointing the camera at a specific machine part will 
automatically call up all relevant maintenance documentation 
and detailed guides, saving time and ensuring flawless and 
effective maintenance.

The AMe interactive maintenance assistant taps into 
Italpresse Gauss’s HMe machine monitoring and control 
system, which was also developed in partnership with 
Wonderware and enables powerful diagnostics and advanced 
process control.

Both AMe and HMe were designed to provide actionable 
information quickly and in a user-friendly format - ultimately 
to cut down non-productive time and keep vital machines 
running at optimum performance levels.

The developments are part of a wider effort at Norican 
Group to connect man and machine, equipment and 
processes in the spirit of Industry 4.0.

Both HMe and AMe are part of a wider effort at Norican 
Group to connect man and machine, equipment and 
processes in the spirit of Industry 4.0.



Arconic, headquartered in Pittsburgh, has announced a 
multiyear cooperative research agreement with Airbus, 
headquartered in Toulouse, France, to advance metal 

3D printing for aircraft manufacturing. Together, the compa-
nies will develop customised processes and parameters to 
produce and qualify large, structural 3D printed components, 
such as pylon spars and rib structures, up to approximately 
one metre in length. The companies say they deal combines 
Arconic’s expertise in metal additive manufacturing and met-
allurgy with Airbus’ design and qualification capabilities, build-
ing on its experience with regulatory agencies for certification.

“This agreement combines the expertise of two of the 
world’s top aerospace additive manufacturing companies to 
push the boundaries of 3D printing for aircraft production,” 
says Eric Roegner, executive vice president and group 
president, Arconic Engineered Products and Solutions and 
Arconic Defense. 

“Additive manufacturing promises a world where lighter, 
more complex aerospace parts are produced cheaper and 
faster. We’re joining forces to make that potential a reality in 
a bigger way than ever before.”

Under this agreement announced at the Formnext additive 
and advanced manufacturing conference in Frankfurt, 
Germany, Arconic will use electron beam high deposition rate 
technology to 3D print parts. This technology is ideally suited 
to produce larger aerospace components because it prints 
them up to one hundred times faster than technologies used 

for smaller, more intricate parts, the company says.
In addition, Arconic says it will demonstrate the benefits of 

its proprietary Ampliforge process, which combines traditional 
and additive manufacturing. The Ampliforge process treats a 
near complete 3D printed part using an advanced 
manufacturing process, such as forging, which enhances the 
properties of 3D printed parts, increasing toughness, fatigue 
and strength versus parts made solely by additive 
manufacturing, and reduces material input and production 
lead times.

Arconic says it will draw on additive and advanced 
manufacturing capabilities at its facilities in Cleveland and at 
the Arconic Technology Center outside Pittsburgh.

Last September, Airbus announced that it had 
incorporated a smaller 3D printed titanium bracket on a 
series production Airbus commercial aircraft, the A350 XWB. 
This achievement is paving the way for Airbus to design 3D 
printed parts in the future that are even more complex and 
lighter weight, the companies say. Arconic is producing these 
titanium brackets using laser powder bed technologies at its 
additive manufacturing facility in Austin, Texas.

Arconic announced three agreements with Airbus in 2016. 
Under those deals, Arconic agreed to 3D print titanium and 
nickel airframe components, such as fuselage and engine 
pylon components, made using laser and electron beam 
powder bed processes.

Arconic, Airbus sign multiyear  
cooperative research agreement

Companies will develop a process and parameters to produce  
large-scale 3D printed airframe components.

3D printed aero engine vanes



castings sa   vol 18 no 5   February 2018   39

The Coca-Cola Co. has announced a global goal of 
assisting in the recycling of 100 per cent of its packaging 
by 2030. Coca-Cola says the goal is part of its new 

packaging vision for a “World Without Waste.”
The programme includes a multi-year investment designed 

to make packaging 100 per cent recyclable.
Atlanta-based Coca-Cola, along with its bottling partners, 

indicates it is pursuing several goals, including:
By 2030, for every bottle or can Coca-Cola sells globally, 

the company aims to help take one back so it has more than 
one life. To accomplish this the company states it is investing 
to support the collection of packaging throughout the industry, 
including bottles and cans from other companies.

To achieve its collection goal, Coca-Cola indicates it is 
working toward making all its packaging 100 per cent 
recyclable globally. By 2030, Coca-Cola also aims to make 
bottles with an average of 50 per cent recycled content. (Most 
of its packaging is already recyclable, according to the 
company.)

Coca-Cola named several partners to help it achieve its 
goals, including the London-based Ellen MacArthur 
Foundation’s New Plastics Economy Initiative, the Ocean 
Conservancy/Trash Free Seas Alliance and the Cascading 
Materials Vision and Bioplastic Feedstock Alliance of the 

World Wildlife Fund.
The beverage company also indicates it will launch efforts 

with new partners at the regional and local level and that it 
plans to work with its customers “to help motivate consumers 
to recycle more packaging.”

Coca-Cola  
sets ambitious recycling goals
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The first Disamatic C3 line was 
commissioned in China in 
August 2016 and in 2017 

alone, 22 Disamatic C3 lines were 
installed across Asian markets. With 
nine new orders already signed, 
including one in Ukraine, Disa has 
decided to launch the Disamatic C3 
globally, in three speed versions: 
C3-150, C3-250 and C3-350.

The Disamatic C3 is a PLC-
controlled, high-pressure vertical 
moulding machine, ideal for 
foundries that want to improve 
casting quality and increase 
productivity by converting from a 
manual to an automated process, or 
upgrading their current line to a 
high-pressure moulding solution.

The C3 uses the unique 
Disamatic® blow-squeeze method, 
which produces a continuous string 
of vertically parted, flaskless 
moulds. 

As standard, the C3 is equipped 
with a Disamatic dome valve system to close the sand hopper 
before sand shot. The C3-250 and C3-350 models also come 
with an automatic core setter.

Lars Hjelm, Global Product Manager at Disa, comments on 
the global launch: “The Disamatic C3 has been a tremendous 
success in India and China, and the latest sale of a C3-250 to 
a Ukrainian customer has further proven to us that there’s 
real demand outside Asia. We’ve therefore decided to go 
global and make the Disamatic C3 available around the 
world.”

“The Disamatic C3 is the perfect moulding line for 
ambitious foundries who want to achieve a step-change in 
performance with a relatively small investment. For our 
customers in China and India, where the Disamatic C3 has 
been operational for up to 18 months now, it has been a real 
game-changer.”

Designed and developed 
to protect the AMC’s 
mechanical and electrical 
parts from molten 
metal, the MOC is a 

simple yet effective feature that helps increase the reliability 
of your moulding equipment, optimise your daily foundry 
operations and improve your overall casting quality - simply by 
preventing over-pours and overflows.

Melt Overflow Cover (MOC) - a standard feature
The MOC panels are adjusted to secure a minimum gap 

between the top rail and the top of the moulds. This creates a 
barrier against the sides of the mould string, which – in case 
of overpouring – will stop the excess molten metal and keep it 
on the mould top. 

The overall aim is to prevent melting overflow and 
extended downtime, putting a stop to excessive cleaning and 
maintenance costs, while countering the risk of mismatch due 
to the Automatic Mould Conveyor (AMC) thrust bar 
malfunctioning.

The MOC is introduced to the market as a standard 
feature on the Disamatic D3 AMC. However, retrofit solutions 
will be made available for foundries with Disa lines 130, 131 
and 231, after which rollout will be considered for additional 
Disamatic lines.

Automatic filter setting
Another feature that Disa offers with the Disamatic C3 is 

the automatic filter setting feature. The PLC-controlled, robot-
monitored unit autonomously places filters into any uncored 
mould produced on a Disamatic D3, thereby removing the 
highly repetitive task of setting filters manually.

For further information contact Peter Petersen of Mondeco 
Solutions on 079 448 1277 or email peter@mondeco.co.za or 
visit www.mondeco.co.za

product review

Disa’s entry-level Disamatic C3  
high-pressure moulding machine is  

now available globally
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At the recent Euroguss Hüttenes 
Albertus Chemische Werke (HA) 
presented a wide range of liquid 

and pellet release agents for a 
variety of applications and 
requirements. These products 
enable excellent de-moulding 
and effective lubrication of 
moving parts. 

Eco Lube 108, an ultra-
modern, wax-free release 
agent, offers outstanding 
re-lease performance and 
is particularly suitable for 
large-area castings such as 
automotive parts and 
electronics housings. The 
wax-free formulation keeps 
the mould frame clean, 
extending cleaning intervals and 
improving process reliability. 

Ideally suited for high loads
Whether castings with extremely small 

draft angles or particularly thick-walled castings: 
In many cases, a release agent is required that is able 
to withstand high loads while at the same time providing 
superior release performance. In such cases, HA offers the 
significantly wax-reduced mould release agent, Eco Lube 119. 
Like Eco Lube 108, the product is free of aromatics, mineral 
oil and graphite and can be used for all aluminium and 
magnesium alloys.

Fast and reliable piston lubrication
With KTp35, HA offers a graphite-free pelletised piston 

lube designed for the casting chamber lubrication of horizontal 
and vertical cold chamber die casting and squeeze casting 
machines. These consist of a 
mixture of specially 
selected 
waxes. The 
pellets melt 
reliably at the 
filling point in 
the casting 
chamber and, 
thanks to the 
capillary action 
between piston and 
piston chamber, 
unfold a closed all-
round release film. 
KTp35 pellets are also 
suitable for large die 
casting machines with 

a piston diameter of up to 170mm. Its 
graphite-free formulation helps keep 

machine elements and castings 
clean. At the same time, the 

product features “emergency 
lubrication” which increases 

process reliability. 

Die coating KS 84 
scores for aluminium rims

HA also offers a broad 
range of products for a 
wide variety of 
applications in the field of 
die coatings - for classic 
gravity casting, low-

pressure casting and 
squeeze casting. HA’s die 

coating called 
Kokillenschlichte KS 84, which 

contains high-quality boron 
nitride, scores particularly highly in 

the case of visually appealing cast 
parts such as aluminium rims. This high-

performance ceramic ensures an excellent 
release effect between the tool steel and 

aluminium.

Broad array of melt treatment products
HA also offers a comprehensive product array in the field 

of melt treatment ranging from cleaning and covering salts, 
salts and tablets for grain refinement, to degassing and 
fumigants. Environmentally low impact covering and cleaning 
salts are also available for the melting of lead and zinc alloys. 

One of the other products showcased by HA at Euroguss 
will be Ecoflux 152, a cleaning salt for furnace walls and 
crucibles. It prevents stubborn build-ups on the furnace or 

crucible wall by binding oxides and 
other impurities. Ecoflux 152 is 

therefore a decisive factor in 
increasing the service life of 

furnace linings and 
crucibles. At the same time, 

the product helps to avoid 
casting defects caused 

by corundum particles 
falling into the melt. 

For further 
details contact  
SI Group SA on  
TEL: 011 389 8200 

or visit www.siigroup.
com or www.huettenes-

albertus.com

High casting quality  
and short cycle times –  

Hüttenes Albertus Chemische Werke
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Since the company’s founding by Frank Drache in 1984, 
Drache GmbH has been manufacturing a wide range of 
innovative products and equipment for foundry 

technology.
Ceramic foam filters for steel and iron castings
For foundries doing steel, super-alloy or iron castings, 

either for large components or small to mid-size pieces, 
Drache believe they have the right ceramic foam filters to 
achieve optimum results.

Drache’s focus in the area of steel and iron casting is on 
ceramic foam filters. The focus is on the Cerazirk LD and 
Cerazirk ZrO2 filters, which are used in all kinds of steel 
castings, superalloy castings, and large cast iron.

Drache, however, also manufactures Cerasic® NG ceramic 
foam filters, which are used in iron casting for smaller and 
medium- sized piece weights. Moreover, the company also 
offers the implementation of solidification and mould filling 
simulation as a service.

In excellent shape: Solutions for aluminium foundries
In the field of aluminium casting, Drache provides 

numerous products for its customers, such as ceramic foam 
filters, special components for low-pressure die casting, as 
well as a crucible furnace developed in-house that is used all 
around the globe.

The filter of choice for aluminium foundries is the 
Cerapor® LDNG ceramic foam filter, which can be used for 
sand casting and permanent mould casting.

In addition, there are specific components made of the 
engineering ceramics Silicon Nitride (SN) and Aluminium 
Titanate (ATi), which show their advantages, particularly in 
low-pressure die casting (LPDC). Drache also manufactures its 
own crucible furnace for aluminium foundries, which offers 
extremely high-energy efficiency.

For further details contact Spectrum Technical on  
TEL: 035 789 6563 or visit www.spectrumtechnical.co.za

The right filters –  
Drache

Shape and dimensional analysis of castings with tactile 
coordinate measuring systems has its limitations. 
Implementing optical 3D metrology into your operation 

enables inspection processes to be accelerated.
Measuring systems from GOM are used in sand, pressure 

die and investment casting processes to guarantee consistent 
quality assurance, from simulation verification, via 
accelerating tool try-out and first article inspection, up to 
production control and CNC machining.

GOM systems allow for inspection planning based on 
design data. In pattern and mould making, the targeted 
correction of tools and models and the inspection of fitting of 
mold halves, cores and sliders are possible. During try-out, 
cast parts are checked for shape and dimension: Part 
geometry, material thickness, shrinkage and warpage. All 
measuring and inspection processes are automated for 
production quality control.

GOM recently launched its ATOS Capsule optical precision 
measuring machine.

The ATOS Capsule uses a fringe projection system and 
excels its high precision for fine details. The ATOS Capsule 
sensor return full-field distributed 3D coordinates for each 
individual measurement. Up to 12 million independent 
measuring points are captured within 1 to 2 seconds. The 
measuring data is characterized by highly detailed 
reproduction, thus also enabling very small component 
features to be measured.

The ATOS Capsule can be used fully automated when 

integrated in the ATOS Scan Box modular measuring machine. 
Combined with the photogrammetric add-on sensor ATOS Plus, 
bigger components or several parts can be measured 
simultaneously with higher accuracy.

Triple scan technology
With duel cameras, the projection unit operates according 

to the triple scan principle. During the measurement, precise 
fringe patterns are projected onto the surface of the object 
and are recorded by two cameras, based on the stereo 
camera principle. This automatic principle offers advantages 
in measuring reflective surfaces or objects with complex 
indentations.

New aspects in industrial 3D metrology, inspection and 
testing to be presented – 15 March 2018

GOM, a global industrial company that develops, produces 
and distributes software, machines and systems for industrial 
and automated 3D coordinate measuring technology and 3D 
testing and local partner RGC Engineering will hold a one day 
conference on 15 March 2018.

The conference is an industrial meeting platform for design 
engineers, tool makers, production and quality assurance 
executives, metrologists, foundrymen and experts from well-
known companies and research institutions to learn about the 
latest developments in optical measuring technology.

For further details contact RGC Engineering on  
TEL: 011 887 0800. Alternatively visit  
www.rgcengineering.co.za or www.gom.com

Foundry modernisation  
with optical 3D metrology  

solutions
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The Bruker Q4 Mobile is a mobile optical emission 
spectrometer for all fields of applications in metal 
sorting, PMI testing (Positive Material Identification), and 

analysis.
Q4 Mobile is one of the most compact and lightest 

integrated spectrometers. Even battery may already be built-in 
(option) and the 24 kg unit can run independent from mains 
supply. The ultra-light probe, the light hybrid cable makes this 
configuration very handy. For special tasks, various cable 
lengths are available.

The mobile spark spectrometer addition to the Bruker 
product portfolio falls into the tradition of high-end 
performance. The patented optic, source generator, 
orthogonal plasma observation, combined with latest spectra 
deconvolution algorithms provide an analytical performance 
close to laboratory instruments. For challenging applications 
covering the UV elements, such as S and P, a UV probe is 
optionally available.

The application areas are diverse. Besides inspection of 
incoming goods - the quick testing of coils on the truck, for 
example - the PMI test is the classic application. The 
portability of the Q4 Mobile allows inspection away from the 
lab, giving convenient access to incoming goods. Contract 
laboratories and inspectors can easily transport the 
instrument directly to the job for on-site analysis. Unsorted 
scrap, including carbon steels, can be quickly tested in the 
scrap yard. With the help of the analysis the various alloys can 

be differentiated, and valuable 
and precious material delivered 
to customers.

Q4 Mobile closes the gap 
between Bruker’s stationary 
OES and handheld XRF. If there 
is a requirement for metal sorting, alloy identification, PMI 
testing, or on-site analysis, then Q4 Mobile is the right choice.

The Q4 Mobile offers the following innovative solutions:
•  Patented CCD optic with outstanding resolution and 

thermal stability
•  User-friendly touch-screen operation and built-in probe 

display
•  Special power management, supports all forms of power 

supplies
•  Hybrid cable allowing longer, lighter, more flexible probe 

cabling
•  Thermal stability without warm-up times and instant 

availability
•  Combined arc/spark pistol with quick adapter change

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,  
email info@imp.co.za or visit the website www.imp.co.za

Bruker Q4 Mobile spark spectrometer
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Hitachi High-Tech 
Analytical Science 
launches a new optical 

emission spectrometer for 
the demanding metals 
analysis in foundries and 
other metals industry - the 
Foundry-Master Pro2. 

Seamless quality control 
is essential throughout the 
metals industry, from trace 
element analysis in scrap 
metal, to incoming materials 
inspection, melt process 
control and goods issue. The 
Foundry-Master Pro2 optical 
emission spectrometer is a 
metals analyser engineered 
to deliver superior analysis at 
every stage, without 
compromising your 
productivity. Thanks to its 
near constant availability and 
high resolution dynamic 
detector you can get quick 
detailed results and lowest 
production downtime. The 
Foundry-Master Pro2 
minimises argon 
consumption and keeps 
down operating costs. This 
unique combination of 
performance and efficiency 
makes the Foundry-Master 
Pro2 the analysis instrument 
of choice for the metals 
industry.

With its innovative optical 
system and extended wavelength range the Foundry-Master 
Pro2 assures precise identification and trace analysis of 
important elements such as nitrogen in steel, low detection 
limit for carbon for the determination of ultra-low carbon 
steels and phosphorus in aluminium.  

It is the ideal analyser for metal manufacturers, 
processors and the foundry industry, featuring innovative 
technology, like a read-out technology developed specifically 
for spectroscopy applications, which outperform conventional 
photo tube based systems. A superior plasma oscillator 
ensures straightforward and precise analysis. 

The new unique middle pressure technology helps to 
achieve clear transparency for the complete spectral range, 
including lowest UV. The optics is essentially maintenance-
free and has significantly lower operating costs than 
alternative inert gas purged systems. The innovative detector 
system with improved dynamics and resolution provides 
excellent analytical performance.

The sample stand, open 
on three sides, offers the 
ability to measure almost 
any size of samples, from 
large semi-finished products 
to tiny wires. A new argon 
flow management within the 
spark stand leads to less 
cleaning than comparable 
systems. The cleaning 
intervals are extremely long 
and the cleaning process is 
fast. Furthermore with pre-
aligned parts and quick 
connections the instrument 
recovery is very efficient. All 
this guarantees maximum 
availability of the 
instrument.

The Foundry-Master 
Pro2 is equipped with the 
unique Jet-Stream 
technology. The electrode in 
the sample stand is 
encapsulated in a flow of 
argon, providing key 
benefits compared to 
previously available systems 
where the argon 
consumption is reduced to 
a minimum, which saves 
considerably operating 
expenses. 

Another benefit of the 
Jet-Stream technology is 
that the sample does not 
need to completely seal the 

spark stand opening. Tubes, 
bars and even wires can be directly analysed, using the only 
one universal adapter. This is a major operational advantage 
and strongly reduces the sample preparation time.

In addition to the innovative hardware technology the 
largest metals database on the market for fast and easy 
grade identification is already installed on the Foundry-Master 
Pro2. The Hitachi Grade Database offers more than 12 million 
records for over 339 000 materials from 69 countries and 
standards. You can update your instrument’s grade database 
with a few clicks without time consuming research in norms 
and grade catalogues. 

Ease-of-use and simplicity differentiate the Foundry-
Master Pro2. The intuitive user interface and numerous 
customer driven features make analysis easy. 

For further information contact Jaco le Roux of  
United Scientific on 082 338 0193, email  
jaco@united-scientific.co.za or visit www.unitedscientific.co.za 
or www.oxford-instruments.com

Hitachi High-Tech Analytical Science 
launches Foundry-Master Pro2

New spark spectrometer for metals analysis. 
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Morgan Advanced Materials 
insulating firebricks maximise 
energy savings

Industrial kilns and furnaces rely on high temperature 
insulation materials to optimise production yield and reduce 
energy costs, which can increase rapidly if excessive heat 

escapes from the operation point.
Due to their inherent low heat conductivity and other 

benefits derived from structural strength and ease of 
placement, insulating castable refractory materials are key for 
this energy-saving process. However, accurate specification is 
an extremely challenging task for many local, national, and 
global manufacturers who supply a wide range of material 
technologies and products.

Lance Caspersen, from Morgan Advanced Materials, one 
of the world’s leading manufacturers of Insulating Firebricks 
(IFBs) and lightweight castable refractories under the K® IFB 
and Kaolite® insulating castable brand names, examines the 
main factors for specifying castable refractory insulation 
systems and offers suggestion for achieving the best value 
solutions that optimise outputs, reduce energy consumption, 
and meet the requirements of both the end user and installer.

The installers’ requirements for easy-to-apply materials 
and the customers’ needs for higher performance products 
drive the world’s leading refractory manufacturers to 
continuously and significantly invest in the research and 
development of advanced industrial insulation materials.

The goal is to bring insulating castable products to the 
market. These castable products combine optimal insulation 
performance with other important attributes, like strength, 
ease of installation, and operator safety.

Insulating castable refractory systems that contain 
alternative, high-performance core monolithic ingredients, like 

crushed IFBs, are now an increasingly popular specification 
staple for complex high-temperature applications, and 
specifying these systems has become a real challenge.

That said, the application of coventional raw materials 
such as vermiculite, a hydrous phyllosilicate mineral, and 
perlite, an amorphous volcanic glass, remains prevalent in 
many sectors. Although crushed IFBs, which contain insulating 
castable mixes, outperform traditional material choices in 
terms of product performance and application precision, 
habitual specification behavior continues to prevent 
customers in certain industries from selecting better 
alternatives.

As with any modification in specification, education is key 
to allow decision-makers to choose the best suitable product 
for each individual application according to environmental 
factors, desired outcome and cost, and application 
considerations.

As advancements in materials technology are set to 
continue, and product variety is likely to increase even further, 
applying the best specification practice will become more and 
more challenging. Keeping this factor in mind, it is important 
for specifiers to obtain and uphold a thorough knowledge of 
the key products, their technical capabilities and application 
methods, and how each product can hinder or facilitate main 
drivers, including installation, energy efficiency, and lifetime 
cost.

For further information contact Morgan Advanced 
Materials Thermal Ceramics South Africa on  
TEL: 011 296 0000 or visit  
www.morgantechnicalceramics.com/P57-P59

Elkem, a leading supplier of alloys to the iron foundry 
industry and their equipment partner Euromac, a source 
for foundry automation equipment, have joined forces to 

develop and manufacture a dynamic dosing system.
The dynamic dosing system enables foundries to precisely 

and automatically calculate, dose and position the treatment 
alloys into a dedicated pocket in the treatment ladle for high 
quality ductile iron production.

The robust equipment is custom made to suit the specific 
requirements and premises of each individual foundry. The 
quantity, dimensions and positioning of the alloy hoppers and 
associated transport systems corresponds exactly to the 
foundry’s requirements.

Based on spectrometer analysis, thermal analysis and 
other relevant process parameters, the dedicated software 
enables precise calculation of all treatment additions.

The precision weighing and transport system doses the 
right quantity of the required materials in the correct 

sequence and places it precisely in the pocket of the 
treatment ladle.

The dynamic software directs and registers every process 
parameter and material addition, reducing the risk of human 
error and enabling complete traceability of the iron treatment 
process.

Furthermore, the dynamic dosing software is based on the 
vast experience of Elkem and Euromac, minimising process 
variation and progressively optimising addition rates.

Elkem’s dynamic dosing system will improve the iron 
treatment process consistency, reduce treatment time and 
improve iron quality while reducing costs and emissions.

Elkem says the dynamic dosing system is more flexible 
and less costly than other alloy addition methods and it is 
technically supported by both Elkem and Euromac.

For further details contact Ceramic & Alloy Specialists on 
TEL: 011 894 3039 or visit www.ceramicalloy.co.za

Dynamic dosing system automates  
ductile iron treatment – Elkem






