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If Messe Düsseldorf, the organisers 
of “The Bright World of Metals” 
exhibitions, which incorporate GIFA, 

METEC, THERMPROCESS AND 
NEWCAST (GMTN), had not been 
pressurised by exhibitors to make an 
about turn on their decision to hold 
the GMTN exhibitions on a three-year 
cycle rather than a four-year cycle, a 
sizeable amount of us would be 
making last minute preparations to 
journey to Europe. The decision has 
meant that GMTN exhibitions will 

maintain the four-year cycle that has been the custom since 
2003.

At the time I welcomed the decision to shorten the cycle, 
but as we all know it is human nature to have an aversion to 
change. Nevertheless if you consider the costs involved in 
exhibiting at such an exhibition this could be the overriding 
factor. 

If you consider that China has a foundry exhibition every 
year, and sometimes twice a year, India has an exhibition every 
year, and even the US’s CastExpo takes place once every three 
years, it was about time the GMTN cycle was shortened. The 
competition from these events would have put pressure on the 
organisers and I am sure they took this aspect into 
consideration when making their decision.

However, the organisers bowed to pressure. At the time the 
organisers issued the following statement: “For some time 
now, switching to a three-year interval has appeared to us to 
be necessary, because the innovation cycles in the foundry 
technology and metallurgy sectors are shortening too. It has 
proved to be the case that a shortening of the interval would 
put too much pressure on the corporate exhibitors. Since 
Messe Düsseldorf always acts in line with its customers’ 
requirements, it has decided to maintain the four-year interval 
with the four leading trade fairs GIFA, METEC, THERMPROCESS 
AND NEWCAST - at the request of large numbers of exhibitors.”

I wonder how many of those exhibitors that put the 

pressure on the organisers would have the same opinion 
today. Even though the foundry industry is referred to as a 
‘black art’, recent changes, or more appropriately put, 
advancements in the industry including digitisation, 3D printing 
and additive manufacturing, are enabling the production of 
objects of nearly any shape without the limitations associated 
with traditional manufacturing methods. This has resulted in 
an increasingly fast speed of innovation in the foundry and 
thermo process industries. You can add Industry 4.0, The 
Internet of Things and Artificial Intelligence to the list of 
advancements.

Have the other countries that have more frequent 
exhibitions suffered? No I don't think so if you consider India.  
It has been announced that India has overtaken the United 
States to emerge as the second largest annual producer of 
castings, behind China, a country whose annual GDP growth 
rate has averaged 9.63 per cent from 1989 until 2018, 
reaching an all time high of 15.40 per cent in the first quarter 
of 1993 and a record low of 3.80 per cent in the fourth quarter 
of 1990. According to the same Trading Economics report the 
Chinese economy expanded by 6.8 per cent year-on-year in the 
first quarter of 2018.

Which country would not want to have a growth rate of that 
amount? Even the record low would suffice for many countries. 
The Indian economy expanded 7.2 per cent year-on-year in  
the last three months of 2017, well above an upwardly revised  
6.5 per cent. The US economy expanded an annualised  
2.3 per cent on quarter in the first quarter of 2018, below  
2.9 per cent in the previous period but beating market 
expectations of 2 per cent. The Eurozone’s gross domestic 
product grew by 0.4 per cent in the three months to March 
2018. The German economy expanded a seasonally adjusted 
0.3 per cent on quarter in the three months to March 2018, 
following a 0.6 per cent growth in the previous period and 
missing market expectations of 0.4 per cent.

If you take these figures into 
account then it is no wonder the 
exhibitors objected.

Sometimes less is more. 
Did the GMTN exhibitors have foresight?

editor’s comment
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Foundries have long 
since been 
considered one of 

society’s oldest 
businesses, originating 
from the time when man 
first began casting tools 
and weapons from 
metal. Hundreds of 
years later, foundries 
continue to make an 
important contribution 
to economies around 
the world. 

Leading the way 
locally is ChemSystems. 
Currently operating 
within the AECI group of 
companies, 
ChemSystems 
celebrates 60 years of 
manufacturing 
innovation in 2018. 
With this kind of track 
record and industry 
success, it’s fitting that 
ChemSystems Managing 
Director Hugo Basson 
weighs in on just some 
of the opportunities 
ahead for foundries and 
how ChemSystems is 
working to ensure a 
sustainable future in 
this market.

“Our foundry 
operations have always 
been a well-respected 
part of our business. 
Hardworking and 
committed to traveling the road with our customers, it’s been 
trusted advisors and partners for often decades at a time. 
Few know better than we do the challenges faced along the 
way,” stated Basson.    

“Hence why we’re genuinely excited about where the 
industry finds itself at the moment. Promising changes in 
South Africa’s political and economic landscapes coupled with 
a renewed commitment to support and drive local 
manufacturing initiatives are setting our local foundries up for 
strong growth for the near future,” continued Basson.

“To take advantage of these opportunities, foundries will 

need to give careful 
attention to a few key 
areas of their business, 
areas which 
ChemSystems already 
has in hand and is 
working to help our 
customers address.” 

Embrace transformation
“Parastatals and 

SOEs have always been 
key foundry markets, 
especially the likes of 
Eskom and Transnet. 
Satisfying process 
requirements includes 
considering these 
organisations’ mandate 
to support 
transformation and 
BBBEE. This means 
foundries need to be 
truly committed to an 
employment 
environment that 
provides equal 
opportunities for all 
employees – and to 
complying with BBBEE 
standards.”

“ChemSystems 
believes in embracing 
the spirit of 
transformation, rather 
than just complying with 
the letter of the law. By 
acting as a catalyst for 
positive and enduring 
change, we’ve been able 

to attain a coveted Level 3 BBBEE rating, boosting our 
customers’ compliance in the process.”

Build the right partnerships for growth
“Nurturing partnerships with technologists as well as key 

customers and suppliers takes vision and determination. The 
foundry ecosystem is a relatively small and close-knit one that 
depends heavily on these relationships for the sharing of 
skills and expertise as well as support. This needs to 
continue. For example, ChemSystems’ longstanding 
partnership with German established ASK Chemicals 

Future proofing foundries:  
How ChemSystems makes sure  
tomorrow’s relevance starts now
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highlights how global partnerships can make local solutions 
more responsive to regional needs and challenges. Our 
involvement with bespoke customer projects proves that long-
term and open collaboration is often the only way to address 
foundry challenges.”

“In 2017, ChemSystems invested R1.8m to improving 
testing equipment and facilities, at our Chloorkop site, with 
particular focus on sand testing. Further upgrades are 
planned for our Durban-based Umbogintwini Industrial 
Complex to enhance service and support to our coastal 
regions.” 

Correct skills shortages
“The current skills pool is talented and well-respected, but 

it’s aging at an alarming rate. There are fewer new recruits 
looking to pursue a career in such a small and specialised 
field. One of our industry’s most pressing challenges is a 
critical shortage of skilled foundry experts worldwide.”

 “For centuries, foundries have relied upon 
apprenticeships for the transfer of knowledge and skills. It 
still does, with many skills only learned through years of 
practical application in the field, working alongside 
experienced individuals and developing an intuitive approach 
to diagnostics and problem solving.”  

“There’s a great deal of work ahead in terms of 
recruitment, retention, and mentorship in order to create a 
viable line of succession for the future.”

Commit to greener operations 
“When it comes to the carbon footprint, most 

manufacturing operations start out deep in the red. Foundries 
are no exception. This makes it doubly important for us to 

work off this ‘green’ debt however possible. This is not just 
limited to the processes and technologies used, but also the 
foundry business as a whole.” 

“To ensure our business operations are aligned to 
responsible and ethical practices, ChemSystems continually 
strives to improve our sustainable and environmental 
performance. This is done by implementing and upholding the 
standards set out ISO 14001 and by subscribing to the 
Chemical & Allied Industries’ Association (CAIA’s) Responsible 
Care initiative.”

“For years ChemSystems has been driving process 
innovation that lowers environmental impact. Ecocure Cold 
box technology, water-based instead of solvent-based 
processes, and aggressive sand reclamation projects are just 
some of the ways we’re making a difference.” 

“Our most recent sustainability development is a R4.9 
million upgrade to our storm water system, coupled with a 
major drive to save water and reduce water usage. Next on 
our renewable energy agenda is solar power with plans in 
place to install 7 344m² of solar panels at our Chloorkop, 
Gauteng manufacturing plant later this year. This will ensure 
the site becomes more self-sufficient and less dependent on 
municipal supply.”

 “As manufacturers we feel it’s important to acknowledge 
that responsible operations should be a conscious choice and 
not just a PR exercise. It helps us attract the right kind of 
partners, customers, and employees who will share our vision 
for the future,” concluded Basson.

For further information contact ChemSystems’ Sales 
Manager Jacques Swanepoel on TEL: 011 922 1824 or visit 
www.chemsystems.co.za
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industry news

“Productivity is a 
crucial factor for 
every business, and 

it must become one of the 
most important objectives for 
foundry operators. Effective 
productivity can be achieved 
by a) lowering the break-even 
point; b) using labour more 
efficiently; c) maximising 
automation and d) adapting 
and using available new 
technology.”

“This might sound like a 
tape recording but it is ever 
more central to a foundry 
surviving or not. We do not 
have any control on three of 
our most expensive inputs - 
power supply, raw material 
and labour costs - and they 
are continually rising at rates 
that are not sustainable. And 
this is not only reflected in 
the foundry industry.”

“A business owner has to 
look at other areas of the 
operation and one area is modernising your equipment and 
production processes.”

 “Modernising your foundry operations must include every 
stage of the production process, from raw sand handling and 
selection of the binder system and sand mixers to shakeout 
and sand reclamation.”

New Endeco Omega Spartan 3 continuous mixer
“Over the years we have addressed our needs and 

requirements in the foundry, as we could afford to invest in 
new equipment. Installed in March 2018 is our latest 
investment – a new Endeco Omega Spartan 3 PLC controlled 
continuous sand mixer.”

“While our existing mixers were coping with our 
requirements we now recognise how unproductive and 
inefficient they are, since we installed the new Endeco Omega 
Spartan 3. The new installation now offers us numerous 
benefits that we are realising and we wish that we had made 
the investment earlier.”

“With our old equipment we were taking six hours to 
mould and set our daily requirements and now this same 
operation is taking us three hours. Because the machine is 
PLC controlled we have complete control of the process. Sand 
temperatures are monitored and adjusted automatically and 
before we start the process we know exactly how much sand, 
resin and catalyst to use and what the moulding time will be,” 
explained Bruggeman.

“The Spartan 3 is a six-ton per hour mixer and comes 
equipped with an auto blender, giving us four catalyst options 
and two sand selection options. This allows us to 
automatically adjust sand temperatures, resin and catalyst 
input amounts.”

“Besides the increase in productivity we are now making 
sizeable amounts of savings in material costs. Additionally, 
our mould quality and strengths have improved dramatically 
and the knock on effect has seen a stable supply of moulds 
to the melting department and resulted in reduced stripping 
times.”

Atlantis Foundries well advanced in  
Matt Cast Supplies  

modernises its sand mixing equipment
“Foundries that want to remain competitive casting suppliers must adapt to 

changing developments in the industry, and react to domestic and international 
challenges deriving from increased automation and lower labour costs,”  

says Allan Bruggeman, CEO of Matt Cast Supplies.

Matt Cast Supplies have invested in a new Endeco Omega Spartan 3 PLC controlled  
continuous sand mixer
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The Endeco Omega Spartan 3 PLC controlled continuous  
sand mixer filling moulds

Over the past 10 years Matt Cast Supplies have grown the  
materials cast to include 27% chrome iron, cast iron, cast steel  

and special steels, SG iron, stainless steel and special alloys.  
They have also expanded their customer base to include  
companies that require castings for wear and grinding  

parts as well as gears, bushes, liners and a vast range of  
engineering components, including the rail industry

“There are also health and safety benefits, which 
enhances our ISO 9001 accreditation, and we will be able to 
increase our capacity because of the extra machine and 
manpower time that is now available.”

“The downside is that the efficiencies and productivity are 
putting pressure on the other departments in the foundry. One 
noticeable area is our sand reclamation facility, but this is a 
positive sign and we are looking at investing in this 
department in the near future.”

History
Matt Cast Supplies started its operations in September of 

1999 in a small rented factory in Germiston, Gauteng with a 
total employee complement of four people producing four 
tons of castings per month. Matt Cast was established to 
produce components almost exclusively for the well-known 
pump manufacturer APE Pumps. 

“But we soon found,” said Bruggeman, “that to be able to 
manufacture in the range of materials that they (APE) 
required, we needed to expand into other industrial sectors in 
order to make our business viable, as well as to make the 
products cost effective to manufacture.”

“Due to the rapid growth of both companies the factory 
space that we were occupying at the time soon became 
limiting. We purchased larger premises in Germiston South, 
moved in April 2003, and we are still here today but more 
importantly with a varied client base. The factory has 1 800m² 

under roof and is situated on 3 300m² of land, which can 
allow for expansion in time,” continued Bruggeman.

“When we moved we installed a larger induction melter 
and a second no bake moulding line. This gave us the 
capacity to produce castings ranging from one to 900 
kilograms. Box sizes vary up to 1 800mm.”

“Essentially Matt Cast Supplies is a jobbing foundry 
casting a range of materials. Initially we focused on casting 
special materials for the pump and valve industry, but today 
we cast components for a variety of industries. Over the past 

10 years we have grown our materials manufactured to 
include 27% chrome iron, cast iron, cast steel and special 
steels, SG iron, stainless steel and special alloys.”

“We have expanded our customer base to include 
companies that require castings for wear and grinding parts 
as well as gears, bushes, liners and a vast range of 
engineering components, including the rail industry.”

“Besides our local customers we have also expanded our 
customer base to include Australia, Canada and Europe,” 
continued Bruggeman.

From humble beginnings the company has grown to where 
it is now able to produce 60 tons of castings a month on a 
single shift basis. 

All castings are made in sand moulds using the no-bake 
resin system and the furnaces include a 350kW 500kg 
induction melter, a 200kW 250kg induction melter. The two 
no-bake moulding lines are supported by a core shop with 

From humble beginnings the company has grown to where it is now  
able to produce 60 tons of castings a month on a single shift basis
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Because the Endeco Omega Spartan 3 is PLC controlled Matt Cast 
Supplies have complete control of the sand mixing process. Sand 

temperatures are monitored and adjusted automatically and before they 
start the process they know exactly how much sand, resin and catalyst to 

use and what the moulding time will be

core shooters and a comprehensive fettling shop.
The manufacturing capabilities have been complemented  

by the installation of four heat treatment furnaces as well as a 
3000s Birlec spectrometer. Casting to various BS, ASTM and 
DIN specifications, Matt Cast Supplies also has an in house 
metallurgist to certify products and issue certificates.

The company currently employs 40 people, some of whom 
have been with the company from the early days.

“In addition we pride ourselves on the fact that we have a 
unique computerised tracking system where all castings are 
tracked and every melt is recorded giving us full traceability of 
all castings produced,” stated Bruggeman.

“We are constantly getting pressure from our clients to be 
cost competitive so we have to be innovative in all our thinking 
and operational procedures to meet their demands. Investing 
and modernising the equipment in your foundry is one way of 
doing it. We have just been reminded of that again,” concluded 
Bruggeman.

For further details contact Matt Cast Supplies on  
TEL: 011 873 2279 or visit www.mattcast.co.za

Amsted is an American company, ultimately a wholly-
owned subsidiary of Amsted Industries Incorporated. 
Amsted Industries is a diversified global manufacturer of 

industrial components serving primarily the railroad, vehicular 
and construction and building markets.

Cast Products SA is a company incorporated by the 
Industrial Development Corporation of South Africa (IDC), to 
which the cast products division (Cast Products) of Scaw South 
Africa (Pty) Ltd (Scaw) will be transferred, prior to the 
implementation of the proposed transaction. Cast Products SA 
does not currently own any firms.

The Commission approves the proposed transaction on 
condition that the merged entity may not, as a result of the 
proposed merger, retrench any employees in South Africa for 
18 months after the implementation date of the merger. In 
addition, any employees of the merging parties that may be 
retrenched following the 18 month period shall be the first to 
be offered employment if vacancies arise within the merged 
entity and this must occur before vacant positions are 
advertised externally. This preferential employment will 
continue for a period of 12 months after the expiry of the 
moratorium on job losses.

Cast Products South Africa’s head office will continue to 

operate from its existing offices and facilities in Germiston, 
Gauteng and there will be no changes to its other foundry 
facilities – Boksburg Foundry and Eclipse East Foundry.

Cast Products South Africa is a leading manufacturer of 
specialised, high quality cast products used in the mining, 
railway, power and general engineering industries and 
produces castings with a finished weight of 30 tons. Cast 
Products South Africa comprises of four foundries and is one 
of the largest foundry groups in the Southern Hemisphere.

This extensive foundry network enables Cast Products 
South Africa to streamline production of a wide variety of 
products, including large girth gear segments, large high 
chromium iron coal pulverising wear parts, mill liners, slag 
pots, locomotive frames, bogie castings, couplers and 
drawgear as well as cast monoblock railway wheels. Products 
included in the large girth gear segment include high carbon, 
high chromium and abrasion resisting coal girth gears. Girth 
gears are cast in either one piece, halves, quarters and 
occasionally in fifths. Each individual segment may weigh 
between seven and 25 tons.

Visit www.castproducts.co.za to find out more about the 
company.

Competition Commission approves  
Amsted Rail Company Inc’s merger with  

the Cast Products Division of Scaw SA (Pty) Ltd

South Africa’s Competition Commission has approved the proposed merger,
with conditions, whereby Amsted Rail Company Inc. (Amsted) intends to acquire 
the Cast Products Division of Scaw South Africa (Pty) Ltd (Cast Products SA).
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However, these days it is not that unusual anymore to 
find a woman heading up or finding herself in a senior 
position in the male-dominated world of foundry 

production, a far cry from what it used to be 10 years ago. 
Employed in a management position in a foundry is one 
aspect though. Getting your hands dirty with the possibility of 
breaking your perfectly manicured nails is a completely 
different story. 

“If you do a search on women in the foundry industry, the 
shoveling and mixing of sand and other unskilled types of 
labour to fairly skilled work in the fine finishing of moulds, 
goes back to the early 20th century and probably before. As 
was the case in most industries, women were employed to fill 
these positions in the steel mills and foundries, while the 
world was at war and the men were away fighting, as 
foundries were crucial in providing components for the 
equipment and weapons used in the war. Foundries were an 

essential industry in wartime and needed workers to carry out 
the war production programme of many countries. However, 
they were limited because of the heavy nature of much of the 
work required in a foundry or a steel mill,” said Velona McCall, 
owner of Intervention Engineering, a foundry that has been in 
existence for just over two years.

“Later on, the positions of metallurgist and other skilled 
laboratory work, machine operators, assemblers, inspectors, 
material handlers and other types of work that did not require 
strength and muscle power would be filled by women. Today 
there are some highly qualified women working in all 
departments of a foundry, including in South Africa.”

“So it is not unusual for a woman to be employed in the 
foundry industry. I do fall into a small category though. 
Women that own their own foundry.”

“My entry into the industry was almost inevitable. My 
father Frans Fourie has been in the industry for his entire 
working career and my husband Byron has also been in the 
industry for most of his working career.” 

“I did not intentionally want to get into the industry. That 
was until I visited my father at the foundry that he was 
working for at the time. I needed some inspiration and a new 
challenge and sought his advice. I had been working at 
Execujet for 13 years and at the time that I decided to start 
my own business I was their Project Manager for maintenance 
(aviation). I really love the technical aspects of manufacturing 
and this is probably why I ended up in this position.”

Mentors
“The visit left a lasting impression on me. Manufacturing 

castings is a mind-blowing process and I knew immediately 
that I wanted to get involved in the foundry industry somehow. 
With the knowledge that I had two mentors readily at my 
disposal, the brave decision was made to start my own 
foundry even though I had no experience.”

“People think I am mad when I tell them my story. 
However, I have surprised a few men when I start talking 
technical. As women, we have to work harder to prove 
ourselves and we do not fit into the boys’ clubs. The only 

The foundry industry is probably the least glamorous of all the manufacturing 
engineering industries you can choose to make a career move into when you  
have very little experience to speak of, and especially if you are a woman.

Velona McCall, owner of Intervention Engineering, a foundry that has been in existence for just over two years

Various components that Intervention Engineering has cast.  
The company has cast kick plates, stoppers, beam guides,  

side walls and channels mainly for the mining, power  
and general engineering industries

Larger than life  
Velona tackles a  
man’s world
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reasons why a woman would not succeed in a male preserve 
are a lack of self-belief and lack of effort. We even threaten 
them a little with our sixth sense.”

“The truth is, many of us women in the manufacturing 
industry just put up defenses and avoid thinking about these 
issues at all. I’ve done my best to downplay my gender and 
prove to the men I approach for business that I know my stuff. 
I’ve simply tried to dissociate from gender altogether.”

“From the beginning I did not want to become an expert in 
management of a foundry. I wanted to know how castings 
were made, the pitfalls, identifying the inherent waste and 
losses within the foundry operation, bottlenecks and all the 
factors that limit effectiveness and development of a foundry.” 

Undeterred by her youth and lack of product and 
procedural knowledge, Velona plunged in with enthusiasm 
and determination to succeed.

“It was tough in the beginning but with my father as my 
main mentor - who better to learn from - I learnt quickly. In 
consultation we had decided to concentrate on casting the 
non-ferrous metals such as the gunmetals/LGs and other 
bronzes.” 

“For the first nine months of the foundry’s existence I 
operated in the Vereeniging area from a garage on my father’s 
small holding.”

“When I decided to move into an industrial facility he 
encouraged me to go on my own with the reassurance that I 
could phone him anytime for advice. I must add that he is not 
part of Intervention Engineering.”

“Initially I had one oil fired 125 kilogram crucible furnace 
and a 25 kilogram crucible. There was no crane or any other 

form of lifting equipment at our disposal so we went through 
an extensive period of unsolicited weightlifting and gym work. 
The crucible limited us to what size castings we were able to 
manufacture. But as we were in a learning period we were not 
too perturbed. We knew that as we started to prove ourselves 
and gain more experience we would be able to expand.”

“My move to an industrial facility took place in early 2017 
when I learnt that Oom Hannes Smith of AB Castings, which 
was previously known as S&B Castings, was wanting to retire. 
This gave me the opportunity to rent about 500m² of his 
factory, which is situated in Anderbolt, Boksburg.”

“He had been running a foundry in the facility for many 
years so it was already set up for supply of gas as an energy 
source. This was important to me as I have subsequently 
purchased two more furnaces and intend to continue with gas 
and oil as my energy source. The factory next door is a food 
manufacturer so we are not allowed to create any emissions 
that could affect them.”

“Intervention Engineering is an air set alkaline resin sand 
foundry for jobbing and short runs and we manufacture a wide 
portfolio of non-ferrous castings up to 550 kilograms net 
weight. We have three furnaces of various capacities capable 
of supplying a range of castings in various alloys. We have 
cast kick plates, stoppers, beam guides, side walls and 
channels mainly for the mining, power and general 
engineering industries.”

“We also have a couple of sand mixers and a shakeout for 
reclamation purposes.”

“Our range of metals that we have cast include phosphor 
bronze (PB1, PB2, PB4), lead bronze (LB1, LB2, LB4), 

Intervention Engineering’s foundry floor A furnace being prepared before charging

The pattern store  Intervention Engineering reclaims most of its sand
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 Intervention Engineering only uses certified ingot in all melts, and the certified certificates of analysis from  
the ingot supplier are always available on request

During the latter half of 2017, Atlantis Foundries installed an  
off-loading robot at the shotblast machine. In addition to  

off-loading, the robot will use the spare cycle time to perform 
fettling of the front and rear face of the casting

gunmetal (LG1, LG2, LG4), brass (SCB1, SCB 3, SCB4, SCB 6, 
DCB1, DCB3, PCB1), aluminium bronze (AB1, AB2, AN3), 
copper manganese aluminium, pure copper and aluminium 
(all grades).”

“Additionally we have set ourselves up as foundry brokers 
for those sizes that we are not capable of casting. On the non-
ferrous side we have access to castings up to 3 000 
kilograms to supply to clients.”

“We have done the same for ferrous castings, from small 
to large castings in all grades of grey and SG iron. The ferrous 
metals are cast using an induction furnace and castings of up 
to 7 500 kilograms can be sourced.”

“If clients require castings to be done in stainless steel, 
steel, cast iron, chrome irons and manganese steel, we can 
also source these.”

“Although we have a pattern shop on our premises that we 
have access to we are not set up to use it yet and outsource 
all our patternmaking to two pattern shops in the area.”

“Castings are supplied as cast but where it is required, we 
can supply them proof machined or final machined.”

Certified ingots
“From the beginning we wanted to reduce scrap and not 

have any porosity issues. One way to do this is to only cast 
with certified ingots. We do not use scrap material. Only 
certified ingot is used in all melts, and the certified 
certificates of analysis from the ingot supplier is always 
available on request. All material, by alloy, is kept separate in 
the manufacturing process so there is no contamination 
between alloys. Test bars are available, upon request, which 
will supply the customer with physical and chemical properties 
of the various alloys.”

“At this stage on average we are casting about four tons of 
the various bronze type metals a month and 200 kilograms of 
aluminium a month. Considering there are only four of us that 
work in the foundry, in total five staff, this is not bad for a 
company that has only been established for just over two 
years.”

Velona credits passion for the work she does, and self-
belief and getting on with the job as vital elements to her 
success in making inroads into an industry that is difficult to 
break into, especially if you are a woman.

“Women in Metalcasting is an AFS (American Foundry 
Society) special interest group focused on providing a platform 
for women in the industry to develop avenues for networking, 
mentorship and the sharing of ideas, experiences and best 
practices that will benefit members both professionally and 
personally. I wish we had something similar in South Africa.”

For further details contact Intervention Engineering on 
TEL: 011 894 6761 or visit www.interventioneng.co.za

 Intervention Engineering is an air set alkaline resin sand foundry for 
jobbing and short runs and they manufacture a wide portfolio of 

non-ferrous castings up to 550 kilograms net weight. The company 
has three furnaces of various capacities capable of supplying a  

range of castings in various alloys

“From the beginning I did not want to become an expert in management of a 
foundry. I wanted to know how castings were made, the pitfalls, identifying the 
inherent waste and losses within the foundry operation, bottlenecks and all the 

factors that limit effectiveness and development of a foundry.” 
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Car exports  
bring in R164 billion

Total automotive revenue in the South African automotive business  
sphere amounted to more than R500 billion in 2017.

South Africa’s automotive industry achieved total export 
sales of vehicles and components worth R164.9 billion 
last year, which represented almost 14 per cent of the 

total South African exports according to newspaper reports.
This enabled the domestic automotive industry to register 

its third consecutive annual trade surplus at R10.3 billion 
despite a 3.6 per cent decline in the total export value from 
R171.1 billion in 
2016.

Norman 
Lamprecht, the 
executive manager 
of the National 
Association of 
Automobile 
Manufacturers of 
South Africa 
(Naamsa) and 
Automotive Industry 
Export Council, said 
recently the timing 
of new model 
launches towards 
the end of last year 
also impacted on 
vehicle exports, 
which declined by 
three per cent to 
338 093 units last 
year from the record 
344 821 units exported in 2016.

But Lamprecht, who was speaking at the launch of the 
2018 Automotive Export Manual that he produces, said this 
figure still comprised the third highest export level on record.

Morocco last year produced 345 000 passenger cars 
compared to the 331 000 produced in South Africa to 
overtake the domestic industry and become the largest 
producer of passenger vehicles on the African continent for 
the first time.

But Lamprecht did not believe Morocco posed a threat to 
South Africa’s automotive industry because it was about 
16km from Europe and focused on that market rather than 
sub-Saharan Africa.

Global footprint
Lamprecht said the South African automotive industry 

continued to strengthen its global export footprint. The 
number of export destinations with export values in excess of 
R1 million declined to 149 last year from 154 in 2016, but 
22 countries recorded export values in excess of R1 billion 
and 68 countries in excess of R100 million.

Germany at R46.7 billion followed by the US at R18.8 
billion were the industry’s top export markets for South Africa. 
He said Africa remained a priority focus for the South African 
automotive industry and highlighted the enormous potential 

for growing vehicle demand in Africa.
Automotive exports to 40 African countries amounted to 

R29.7 billion or 18 per cent of the country’s total automotive 
exports of R164.9 billion last year. But Lamprecht said the 
motorisation rate at 42 per 1 000 persons, compared to the 
global average of 180 vehicles per 1 000 persons, remained 
the lowest in the world.

“Considering a 
population of more 
than 1.2 billion and 
a burgeoning 
middle class, there 
is enormous 
potential for 
growing vehicle 
demand on the 
continent.”

“We exported 
22 000 vehicles to 
Africa last year. 
Five years ago we 
sold 80 000 
vehicles, but we no 
longer have any 
exports to two 
major African 
countries since the 
doubling of import 
duties in Nigeria 

and import 
regulations in Algeria.”

“But 22 000 vehicles out of one million vehicles sold in 
Africa is two per cent. If we can increase that to 10 per cent 
you go to 220 000 vehicles,” he said.

Lamprecht says South Africa has one of the most 
competitive trading environments in the world. Consumers 
could choose from 53 passenger car brands and 3 236 
model derivatives in 2017. In the light commercial vehicle 
segment there were 34 brands and 698 model derivatives 
available. This means South African car buyers were afforded 
the widest choice-to-market-size ratio anywhere in the world.

Catalyst
Nico Vermeulen, director of Naamsa, said the catalyst for 

the industry’s extraordinary export performance had been the 
Motor Industry Development Programme introduced in 
September 1995 and its successor, the Automotive 
Production and Development Programme introduced in 2015.

Vermeulen said that the post 2020 programme had not 
yet been finalised, but stressed that to sustain the industry’s 
remarkable and extraordinary export track, it was absolutely 
imperative it continued to enjoy globally competitive levels of 
incentives and support.

“If that is not the case, we will start losing to the likes of 
Morocco,” he said.



The Toolmaking Association 
of South Africa (TASA) was 
established in 2004 as a 

representative body for the 
South African tool, die and 
mouldmaking (TDM) industry. 
TASA was established to 
address the South African TDM 
and precision machining 
industry, which had been losing 
significant capacity, and with it, 
its global competitiveness  and 
ability to enhance job creation - 
all to the detriment of the 
manufacturing sector and the 
economy as a whole. At the time 
it was estimated that local companies satisfied less than 15% 
of the local and less than one per cent of global TDM demand 
as they had failed to adopt the technology and production 
efficiencies of their developed counterparts. Additionally 
ageing skills capacity in the sector was not replaced 
timeously, which led to a serious skills shortage in the TDM 
industry. 

TASA was constituted as a national body with 
representation from all provinces that have significant tool, 
die and mould making activities. Besides introducing a 
number of programmes to uplift the industry TASA also 
implemented the Intsimbi National Tooling Initiative, a multi-
stakeholder initiative initiated by TASA and the Department of 
Trade and Industry (the dti) to rehabilitate the local TDM 
industry.

 However, as time moved on it became apparent that the 
association needed to broaden its scope and be all inclusive 

of the production technologies 
industries in South Africa. 
Hence the formation of 
Production Technologies 
Association of South Africa.

“The Board of Directors of 
the TASA have decided to 
emphasise that going forward it 
will represent the interests of 
the production technologies 
industry in South Africa and 
grow and strengthen the role of 
the Association,” stated John 
McEwan, the newly elected CEO 

of the Production Technologies 
Association of South Africa (PtSA).

“We have been mandated to implement a strategy to grow 
the Association, to strengthen the role of the Association on a 
national basis, and to expand the scope of the association to 
include all aspects of the production technologies industry. 
This will be achieved through a process of networking, 
partnerships and advocacy.”

“A formal announcement of the change of name of the 
Toolmaking Association of South Africa to the Production 
Technologies Association of South Africa (PtSA) was made at 
the networking evening held in March 2018 in the Western 
Cape. This name change is specifically intended to bring the 
Association in line with international practices and industry/
government terminology.”

For further details contact the PtSA on  
TEL: 021 931 0070 or visit www.ptsaweb.co.za

TASA changes name to  
Production Technologies Association

of South Africa
Decision is made to expand the scope of the association to include  

all aspects of the production technologies industry.
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IMP, suppliers of laboratory 
equipment and services for 
the analytical, biological, 

industrial, metallography, 
pharmaceutical, coal and 
construction industries since 
1987 has announced that 
they will now be marketing 
and supplying the Metkon 
sample preparation 
equipment and Akasel 
consumables for 
metallography.

“We have been providing 
complete solutions for these 
industries since 1987 and 
with our appointment as 
agents in South Africa for the 
Metkon and Akasel range of products it adds to our 
impressive list of international manufacturers that we 
represent,” stated Kosta Kousiakis of IMP.

“These new products will complement the existing range 
of sampling systems, laboratory sample preparation systems 
and automated laboratories that we provide for the mining, 
minerals, foundry and metal industries. Our solutions cover all 
metals from aluminium to zinc, from sampling to analysis.”

Akasel
Akasel is a Danish company dedicated to developing, 

manufacturing and distributing 
preparation methods and 
consumables for 
metallography.

The Akasel pro-
gramme of consuma-
bles for metallo-
graphic prepara-
tion includes cut-
off wheels, dia-
mond grinding 
discs like Aka-
Piatto and Aka-
Allegran that 
replace hundreds 
of pieces of grind-
ing paper, 
agglomerate-free 
and permanent-
ly stable dia-
mond suspen-
sions. 
Additionally the 
company pro-
vides lubricants 
and a magnetic adapter (Aka-Rhaco) for magnetic preparation 
systems.

The Akasel Demo Kit - Aksel have created 16 different 

demo kits for the preparation 
of either specific materials or 
material groups. The 
preparation methods for 
material groups are all based 
on fast 3-step methods that 
provide very good results in 
short times. A Demo Kit 
contains all necessary 
consumables, user guides 
and brochures for grinding 
and polishing and will allow 
you to prepare 50 samples or 
more. The demo kits also 
contain grinding discs and 
the Aka-Brief, a detailed 
overview of the preparation 
method with pictures of the 

sample after each preparation step, and comprehensive tips 
and tricks.

Metkon
Metkon offers solutions for sample preparation equipment 

and consumables for petrography, metallography and 
spectroscopy. Established as a 3-man enterprise in 1993, 
today the company employs more than 90 people.

Metkon’s product range covers cutting, mounting, grinding 
and polishing, petrography, sample preparation for spectros-
copy, etching, microscopy and hardness testing. The company 
has delivered 20 000 instruments globally and these include 

special purpose measuring equip-
ment, test equipment for labora-
tory and manufacturing, material 
testing apparatus, cutting equip-
ment for moulded parts, instru-

ments for checking 
structure of 

steels and 
metals, 
hardness 
testing 
instru-
ments, 
metal micro-

scopes, met-
allographic 
instruments, 

specimen prep-
aration systems, stereo 
microscopes, material 
testing equipment and 
machines, systems and 
apparatus for image 

processing and image analysis and image processing sys-
tems.

For further details contact IMP on TEL: 011 916 5000 or 
visit www.imp.co.za

IMP appointed agents for Metkon 
sample preparation equipment and Akasel  

consumables for metallography

Akasel is a Danish company dedicated 
to developing, manufacturing and 
distributing preparation methods and 
consumables for metallography

 Akasel’s programme of consumables for 
metallographic preparation includes cut-off 

wheels, diamond grinding discs, agglomerate-
free and permanently stable diamond 

suspensions, lubricants and a magnetic adapter 
for magnetic preparation systems

Metkon offers solutions for sample preparation equipment and 
consumables for petrography, metallography and spectroscopy
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In an updated trading statement posted on SENS on the 11th 
May 2018 Insimbi shareholders were referred to the trading 
statement issued on the 15 March 2018 wherein they were 

advised that the company expected an improvement of between 
55% and 65% in both earnings per share (“EPS”) and headline 
earnings per share (“HEPS”), for the period ended 28 February 
2018.

Shareholders were advised that EPS was expected to be 
between 17.07 cents per share and 18.17 cents per share and 
headline earnings per share HEPS was expected to be between 
16.85 cents per share and 17.94 cents per share representing 
an increase in EPS of between 55% and 65% compared to 
11.01 cents per share for the period ended 28 February 2017 
and HEPS of between 55% and 65% compared to 10.87 cents 
per share for the period ended 28 February 2017.

Insimbi announced that they are now confident that the 
expected range for both EPS and HEPS, for the period ending 28 
February 2018, will be between 65% and 70% higher when 
compared to the previous corresponding period.

The company’s financial results were due to be released on 
or before 31 May 2018, past the publication deadline for 
Castings SA. Details will be published in the August 2018 issue.

Insimbi listed at a share price of 80 cents in 2008 and in 
early 2014 the share price was down at 63 cents. The share 
has since recovered and shown some impressive gains. In 
August 2017 the price ranged in the 130 cents area and at the 
time of writing the share price was up to 150 cents. 

Insimbi listed in March 2008, initially on the JSE AltX board, 
before migrating to the Non-Ferrous Industrial Metals sector on 
the Main Board of the JSE in January 2012.

Insimbi expects improvement  
of between 55% and 65% in both earnings  
per share and headline earnings per share

Insimbi Refractory And Alloy Supplies says HEPS expected to be between 
17.94 cents and 18.48 cents for the period ending 28 February 2018.

Insimbi Refractory And Alloy Supplies says HEPS expected to be between 
17.94 cents and 18.48 cents for the period ending 28 February 2018.
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In order to achieve this the foundry embarked on a 
restructuring process that included investment in new 
equipment as part of an approximate R100 million 

investment programme in the foundry, formerly known as 
Guestro Casting and Machining that has origins dating back 
to 1912.

With most of the new equipment now installed and 
operating, the company’s plan is coming to fruition with a 
marked influence.

However, during this restructuring and investment period 
Naledi Foundry management announced that the company 
intended to broaden the range of products that it 

manufactured, over and above its traditional scope of 
business. The manufacture of cast grinding media for the 
local energy and mining industries was its stated target. 

The culmination of this plan is now being realised with 
the commissioning of a state-of-the-art gas fired heat 
treatment plant that includes quenching and tempering.

“One of the basic operations in minerals processing is 
grinding of the ore to the point where valuable minerals are 
liberated from the host rock. Subsequent operations then 
separate the desirable minerals from the gangue or waste. 
The grinding balls form the major portion of the consumable 
costs, and they say they can be as high as 40% to 45% of the 

Naledi Foundry has recently commissioned a state-of-the-art gas fired heat treatment plant that includes quenching and tempering of cast 
grinding media. The hardening section includes a furnace size of 15 metres by 900 by 700mm. The gas heated travelling furnace with a power 

voltage of 380 Volts (3 phases + neutral) is heated by means of six overhead gas burners divided into three heating sections rated 90kW,  
150kW and 230kW. The maximum temperature is 1 100° C and the working temperature variance across the furnace is ±10° C.  

Temperature control is by means of PID (Proportional Integral Derivative) controllers with an accuracy of ±2° C

Naledi commissions 
new heat treatment plant for  
grinding media production

Just under three years ago Naledi Foundry, the foundry division of the Naledi 
Inhlanganiso Group, began implementing a plan that had increased capacity, 
improved quality and diversification as the pillars of its strategic blueprint.
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total costs of extraction,” said Coenie De Jager, General 
Manager of the foundry.

“Grinding is essential to the efficient separation of 
minerals and is the key to good minerals processing. To 
produce clean concentrates it is necessary to grind the ore 
fine enough to liberate the minerals, but over-grinding inflates 
energy costs and can lead to the production of untreatable 
fine ‘slimes’ particles. Grinding is therefore a compromise 
between recovering clean high-grade concentrates, and 
minimising operating costs and fines losses.”

“Annually, large tonnages of grinding media are consumed 
around the globe, costing several million dollars. Highly 
abrasive ores, such as those in the gold industry, can 
consume about one to two kilograms of grinding media per 
ton of ore milled, according to Mintek, South Africa’s 
autonomous research and development (R&D) organisation 
specialising in all aspects of mineral processing, extractive 
metallurgy and related technology. As a result, grinding media 
replenishment is one of the highest above-the-ground 
consumable costs for mines. Therefore, an improvement in 
wear characteristics and life, or decrease in price of grinding 
media, can represent a significant saving.” 

“Many intrinsic and extrinsic factors are involved in the 
optimum selection of grinding media. The intrinsic factors 
include ore hardness, feed size, product size, pulp density, 
pulp level, mill size, mill speed and feed rate. Often, the mines 
have a good grip on these and exercise the necessary 
controls. The major extrinsic factor that has a huge effect on 
the milling efficiency is the quality of grinding media. The use 
of inferior grinding media does not only compromise the 
milling efficiency, but also comes with a cost penalty due to 
the premature breakage of balls in service.”

“Grinding media fail if there is a significant variation in 
chemical composition, hardness and microstructure of the 
balls. Common failure modes of grinding balls observed in 
different semi-autogenous grinding (SAG) applications are 
misshapen, surface spalling, shelling, capping and half balls.” 

“Traditionally there has been one manufacturer of cast 
and forged grinding media in South Africa. This dominant 
position has been challenged in recent years with the 
emergence of new manufacturers in the cast grinding media 
arena in South Africa, and of course imports. We also believe 
that another new player in this market is in the final stages of 
planning before investing in new equipment to manufacture 
cast grinding media. This will take the local manufacturers of 
grinding media to five entities that we know of.”

“We joined that market when Naledi won an order to 
supply Eskom with over 1 000 tons a month of 40 and 50mm 
grinding balls that have between 12 and 27% chrome content. 
We manufacture these on our GF moulding line so existing 
processes and equipment are used. Not an ideal situation 
because throughout the foundry’s history it had only produced 
steel and iron castings, including grey, ductile and SG iron. 
The introduction of high chrome meant there would be 
contamination of metals and longer periods between pouring 
because of maintenance issues.”

New heat treatment plant
“With the installation of the new equipment and processes 

we have overcome the obstacle of contamination. However, 
with the diversification into grinding media it meant that we 
would have to rely on outside assistance for our heat 
treatment services as we were not set up for heat treatment 
of the grinding media.”

“Investigations and feasibility studies began and have 
resulted in the commissioning of our new heat treatment 
plant dedicated to the heat treatment of grinding media in 
April 2018.”

“The plant consists of three sections: Hardening (heating), 
quenching and tempering.”

“The technical parameters for the hardening section 
include a furnace size of 15 metres by 900 by 700mm. The 
gas heated travelling furnace with a power voltage of 380 
Volts (3 phases + neutral) is heated by means of six overhead 

Balls are loaded into one piece cast baskets that measure 660 x 575 
x 450mm and can take up to 400 kilograms of product. Time 
duration in the furnace is six hours per basket and there are  
24 baskets in the traveling/conveyor furnace at any one time

Naledi Foundry has broadened the range of products that it 
manufactures, over and above its traditional scope of business.  
This includes the manufacture of cast grinding media for the  

local energy and mining industries 
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gas burners divided into three 
heating sections rated 90kW, 150kW 
and 230kW. The maximum 
temperature is 1 100° C and the 
working temperature variance across 
the furnace is ±10° C. Temperature 
control is by means of PID 
(Proportional Integral Derivative) 
controllers with an accuracy of  
±2° C.”

“Balls are loaded into one piece 
cast baskets that measure 660 x 575 
x 450mm and can take up to 400 
kilograms of product. Time duration 
in the furnace is six hours per basket 
and there are 24 baskets in the 
traveling/conveyor furnace at any one 
time.”

“After the hardening process the 
balls are immediately sent for 
quenching. Depending on our 
requirements this quenching is either 
done by oil or air, a unique 
specification that we have 
incorporated. The oil quenching tank 
size is 3 x 2.8 x 2.5 metres and the 
estimated quenching medium volume 

is 25m³. The continuous medium 
temperature control and monitoring 
is done by PLC and the quenching 
system equipped with a heat 
exchanger and cooling system. The 
quenched balls are collected through 
a shaker with dimensions of 2.5 x 
1.75 x 0.20 metres before 
progressing for tempering. Time 
spent in quenching is two hours.”

“The air quenching system is 
equipped with four sets of high 
pressure fans.”

“After quenching balls are sent  
to the tempering section that has  
a furnace size of 13 metres by  
900 x 700mm. The gas-heated 
furnace with a power voltage of  
380 Volts (3 phases + neutral) is 
heated by means of an exhaust heat 
recycler combined with an auxiliary 
heater (150kW). The maximum 
temperature is 450° C and the 
working temperature variance across 
the furnace ±10° C. Temperature 
control is also done by means of PID 
controllers with an accuracy of  
2° C.” 

“As an energy saving measure we 
have incorporated a fitted suction 

After quenching balls are sent to the tempering section that has a furnace size of 13 metres by 
900 x 700mm. The gas-heated furnace with a power voltage of 380 Volts (3 phases + neutral) is 
heated by means of an exhaust heat recycler combined with an auxiliary heater (150kW). The 

maximum temperature is 450° C and the working temperature variance across the furnace  
±10° C. Temperature control is also done by means of PID controllers with an accuracy of 2° C

After the hardening process the balls are immediately sent for quenching. Depending on 
requirements this quenching is either done by oil or air, a unique specification that the company 

has incorporated. The oil quenching tank size is 3 x 2.8 x 2.5 metres and the estimated quenching 
medium volume is 25m³. The continuous medium temperature control and monitoring is done by 

PLC and the quenching system is equipped with a heat exchanger and cooling system.  
The quenched balls are collected through a shaker with dimensions of 2.5 x 1.75 x 0.20 metres 

before progressing for tempering. Time spent in quenching is two hours. The air quenching  
system is equipped with four sets of high pressure fans

“The plant is running on two shifts at the moment and we are already producing  
600 tons of balls in a month. This tonnage will be ramped up as we progress.  

By installing our own heat treatment plant we have calculated that we  
will achieve a two thirds cost saving as compared to outsourcing –  

a sizeable amount to contribute towards our R15 million investment.”
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A view of the heat treatment plant that was installed by industrial 
plant engineering company Bendet

system that collects low-temperature waste smoke and feeds 
it back to the tempering furnace. The gutter system traps the 
waste smoke as well as excessive oil from the oil-quenched 
balls. Because of the oil collection, which is also recycled, the 
gutter has to be cleaned periodically.” 

“Heat treatment equipment, oil quenching and tempering 
production is widely used for high chrome grinding media 
balls or steel balls heat treatment to enhance the balls 
hardness.”

“By nature of the repetitive heating and cooling cycles, 
conveying baskets deteriorate over time and as a result 
require replacement and maintenance. When not replaced 
and maintained, heating and quenching profiles are 
inconsistent, resulting in inconsistent metallurgical properties. 
Basket misalignment and quench delays result in lost 
production time and equipment damage, and ineffective 
baskets cannot be loaded optimally.”

“Since grinding balls are subjected to wear, abrasion and 
impact, the desirable goal of heat treatment should be to 
ensure that they have properties appropriated to the 
operational conditions under which they are to be used: Lower 
residual stress; A high degree of hardness and wear 
resistance in their surface zone, and an adequate toughness 
in their central zone to enable them to absorb some impact 
energy without cracking.”

“The plant is running on two shifts at the moment and we 
are already producing 600 tons of balls in a month. This 
tonnage will be ramped up as we progress. By installing our 
own heat treatment plant we have calculated that we will 

achieve a two thirds cost saving as compared to outsourcing 
– a sizeable amount to contribute towards our R15 million 
investment.”

“Although we have initially been concentrating on the 
more popular 40 and 50mm size balls we are equipped to 
manufacture up to 150mm ball size. The material grade 
specification that we follow is SANS 1338: 2008 Grade 3,” 
concluded De Jager.

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

Naledi Foundry has recently completed installation of a Lauds Foundry Equipment sand reclamation plant.  
The L10 primary reclamation plant can process material at 10 tons per hour
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Despite a challenging few years for manufacturing, the 
IPAP 2018 has outlined programmes that have done 
well, with the automotive sector leading the pack. 

Other sectors it has supported have also made inroads.
Some of the key achievement / highlights mentioned in 

the iteration include:

Automotive
Automotive exports have doubled over the past ten years, 

with the sector producing 600 000 vehicles a year and 
supporting 113 000 jobs. The sector contributes 33% to 
manufacturing gross domestic product (GDP) and about 6% 
to overall GDP.

Leading global vehicle manufacturers, such as Toyota, 
Volkswagen, BMW, Ford and Isuzu, have invested R45 billion 
into the industry, while the Department of Trade and Industry 
(dti) had developed its Automotive Masterplan 2020 as part 
of its effort to keep the sector competitive.

The department is also pleased about its steps to rebuild 
the tooling industry. Through its National Tooling Initiative, 
foundries and tool, die and mouldmaking companies have 
been assisted through various dti programmes, while 1 800 
students have been trained.

Metal fabrication, capital and rail transport equipment 
The National Foundry Technology Network (NFTN) 

umbrella: A total of 44 foundries have so far been assisted 
through the Competitive Improvement Initiatives (CII) 
Programme, with interventions ranging from baseline 
assessments to technology-transfer, lean manufacturing and 
energy management. 32 foundries were also assisted with 
technical and regulatory support interventions.

The rail localisation sector is getting back on track after a 
bumpy ride with tender rigging.  

“There has been an enormous amount of leakages in this 
sector . . . tenders that have been the product of State 
capture and corruption. Procurement was for imported 
products instead of local chains. This is one of the issues we 
will be putting right,” said Davies.

The steel industry 
In the steel industry, an agreement had been made with 

the primary steel producer on a set of principles for flat steel 
pricing in South Africa that would ensure both the 
competitiveness of steel-dependent industries and the 
sustainability of upstream steel mills. A steel development 
fund has also been established to protect downstream 
steelmakers.

Government’s response was based on its longer-term 
vision of an optimal ‘end state’ for steel: A viable, 
competitive and sustainable industry, balancing support as 
equitably as possible between the interests of both upstream 
and downstream players. 

The first support measures put in place were 1) 
increasing the general rate of customs duty on primary steel 
products to 10%; 2) increasing the tariff on a range of 
downstream products; and 3) the deployment of various 
rebates. A Steel Development Fund of R1.5 billion was also 
established to support key downstream steel sectors and 
sub-sectors.

The mining industry
Davies said he hoped the mining equipment sector could 

develop a niche in export sectors, while the development of 
fuel cells is becoming a key platform for technology-intensive 
investment.

10th Industrial Policy  
Action Plan launched

The Minister of Trade and Industry, Dr Rob Davies, has launched the  
10th iteration of the Industrial Policy Action Plan. IPAP is the dti’s  

vision for the industrial development of South Africa.
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It is with regret and great sadness that we learned 
of the passing of Christiaan Martin Lodewyk du 
Plooy (Vic) in April 2018 at the age of 78.

Vic du Plooy was born in the small farming town 
of Makwassie situated in the North West Province on 
20 December 1939. Vic first attended school in the 
nearby town of Leeudoringstad before continuing his 
schooling at Brentwood Park Primary School and 
thereafter at Brandwag High School in Benoni, 
Gauteng. Vic continued with his studies after leaving 
school at Technical College Johannesburg and his 
last qualification was an ICS London, Diploma in Metallurgy, 
which he completed in 1973 while in his early 30s.

Vic was married to his sweetheart Cornelia Maria Rudolph 
(Corrie) for 53 years and they had two children, Nelia and 
Riaan, and he was the proud grandfather of Corly, Marco and 
Danielle.

Vic spent his entire working career in the foundry industry 
and his last position was at the University of Johannesburg, 
Doornfontein Campus. He started his career in the foundry 
industry at African Malleable Castings in 1959 as a junior 
laboratory assistant. Following his training, he worked his way 
up to become the chief chemist, a position he held until 
leaving in 1970.

Vic spent a total of 54 years working in the foundry 
industry. Since leaving African Malleable Castings in 1970 he 
carried his knowledge and expertise to companies such as 
Ferroform, J&C Malleable Castings, Autocast, Auto Industrial, 
Alfa Foundry and G&W Base Minerals. 

He was fondly known as Oom Vic while he was 
employed by the University of Johannesburg from 
2005 holding positions such as lecturer, 
consultant, supervisor and project coordinator until 
he finally retired in December 2015, this being well 
after the allowable employment age of the 
University of Johannesburg.  

Oom Vic dedicated his working life to the 
improvement of the foundry industry through his 
various positions held, research performed and an 
unwavering willingness to contribute to the 

knowledge and skills upliftment of the next generation.
One of his last ‘masterpieces’ led to a publication by the 

NFTN on silica sand profiling, a comprehensive look at the 
available supplies of aggregate to the local foundry industry. 
Oom Vic also played a part in the benchmarking of foundries 
for the NFTN and teaching curriculum for the trades of melter, 
moulder and patternmaker.

The South African Institute of Foundrymen recognised 
Oom Vic for his work done and passion for the foundry 
industry when the Institute awarded him the AH Guy Medal 
Award in 2013. This award is presented to members who 
have made an exceptional contribution to the industry. 

Our thoughts are with his loved ones in this trying time. 
We thank his wife for her patience and love during the years 
he worked tirelessly for the foundry industry in South Africa. 

Oom Vic passed away on 20 April 2018 and will fondly be 
remembered as the “Sand Man”.

In memory of the ‘Sand Man’ –  
Vic du Plooy

Struers is a manufacturer of equipment and consumables 
for materialographic surface preparation and analysis of 
solid materials. 

The Struers product range includes cut-off wheels, 
mounting resin, embedding resin, magnetic discs, grinding 
discs, polishing discs, md cloth, diamond suspension, 
abrasives, DP paste and sticks, micro-hardness testing, 
hardness tester, lab management software, specimen 
holders, clamps, grinding, polishing and cutting machines, 
epoxy, monocrystalline, polycrystalline, electrolyte and 
electrolytical polishing.

Advanced Laboratory Solutions has more than 25 years’ 
experience in the materialography industry as a supplier of 
laboratory and scientific instrumentation in South Africa. The 

company provides cost-effective testing solutions for sample 
preparation, mechanical testing, rheology, thermal analysis, 
microscopy, spectroscopy and surface science. The product 
niche is providing microscopy solutions from stereo, upright, 
inverted, super-resolution, confocal, raman, scanning electron 
and transmission electron microscopes.

Advanced Laboratory Solutions has provided testing 
solutions to manufacturing and research organisations in 
disciplines covering aerospace, automotive, metallurgy, 
polymers, coatings, textiles, food, cosmetics, mineralogy, 
paper, pharmaceutical, medical, biotechnology, 
nanotechnology and life sciences.

For further details contact Advanced Laboratory Solutions 
on TEL: 011 462 1363 or visit www.advancedlab.co.za

Struers appoints  
Advanced Laboratory 
Solutions as agents
Advanced Laboratory Solutions have announced that they have been appointed  
the sole distribution agents for Struers products in Southern Africa, effective  
from 1 May 2018.
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The National Association of Automotive Component and 
Allied Manufacturers (NAACAM) has announced that the 
NAACAM Show 2019 will be hosted by eThekwini 

Municipality in partnership with the Durban Automotive 
Cluster (DAC). This second iteration of the show will take 

place at the Durban International Convention Centre (ICC) on 
12 – 14 March 2019. 

The inaugural NAACAM Show held in April 2017 was 
supported and endorsed by the Department of Trade and 
Industry, the Original Equipment Manufacturers (OEM) 
Purchasing Council, Automotive Supply Chain 
Competitiveness Initiative (ASCCI), as well as National 
Association of Automobile Manufacturers of South Africa 
(NAAMSA) and National Union of Metalworkers of South 
Africa (NUMSA). 

The NAACAM Show 2017 enjoyed generous financial 
support from eThekwini Municipality, the Industrial 
Development Corporation (IDC) and Trade and Investment 
KwaZulu-Natal (TIKZN) amongst others. The conference 
hosted 1 304 delegates and 186 exhibitors, with 122 pre-
arranged buyer-supplier linkage meetings taking place, 
against the backdrop of 46 conference speakers, including 
two South African Ministers, and five internationally-based 
speakers. An exhibition highlight was the profiling of 38 
black-owned suppliers. Delegate feedback from 2017 was 
overwhelmingly positive, with nearly two-thirds of attendees 
finding the event to be better than similar events in South 
Africa, as well as being beneficial to themselves and their 
organisations.

A key objective of the NAACAM Show 2019 is to deliver 
significant localisation benefits for participants. The South 
African Automotive Masterplan has a vision of significantly 
deepening the local content from the current level of 40%, to 
60% by 2035, and increasing production volumes from the 
600 000 to 1, 2 million vehicles by 2035. In terms of 
providing direct support to promote localisation at the Show, 
attendees can look forward to securing meetings with local 
firms which have product and/or process technologies to 
localise components, through the Durban Automotive Cluster 
(DAC) National Localisation Indaba (NLI). Prioritised support 
will be granted to components, which may be localised at 
model facelift or changeover, between 2020 and 2023. 
Through the DAC NLI, participants may arrange one on one 
meetings with foreign firms which have an interest in 

NAACAM show  
to be held in Durban in 2019
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The Department of Higher Education and Training (DHET) 
has kicked off the campaign for the launch of 26 Centres 
of Specialisation (COS) aimed at prioritising 13 

occupational trades in high demand to curb trade skills 
shortages as well as reduce unemployment and poverty in the 
country.

The COS are located at 26 Technical Vocational Education 
and Training (TVET) colleges across the country. The colleges 
have been selected through a vigorous process undertaken by 
teams of education and industry experts to identify trades that 
are in demand for the infrastructure programmes as well as 
for other strategic programmes such as the ocean economy 
programme.

The selected colleges will be provided with resources to 
upgrade workshops and equipment to deliver effectively on 
these much needed skills.

The Centres are also positioned to prepare students for 
the workplace or self- employment through the maintenance 
of close working relationships with employers in their areas of 
study.

Partnerships between colleges and employers will assist 
the institutions to locate opportunities for work-integrated 
learning and help them to place students when they complete 
their qualifications.

The trades which are highly needed to grow the economy 
include: Electricians, millwright, boilermakers, plumbers, 
diesel mechanics, fitter and turner, pipe fitters and welders, 
riggers and mechanical fitters among others.

However, as we all know many qualified and experienced 
artisans were exiting the field, leaving a huge gap in the 
market for skilled artisans. In light of this mass exodus 
government has promoted the role of the artisan in economic 
development urging youth to pursue training at one of the 
many technical colleges around the country.

However, in the past TVET colleges have been accused of 
producing sub par graduates who do not posses the skills 
required by industry.

As a result the TVET sector in partnership with government 
has now called on industry to “take the lead” in the skills 
development and training of young people in order to fill the 
growing gap.

The TVET sector has always focused on giving students 
practical experience, but through CoS there is a greater 
emphasis on developing artisans who have on-the-job work 
experience and placement after graduation.

But the production of quality graduates is not the only 
challenge TVET colleges face.

According to Business Unity South Africa there is a view 
that training artisans is just a cost-burden.

Fears that apprentices will leave the company, once 
training is complete, is a very real barrier to engaging industry 
in the development of artisans. CoS aims to address this 
concern by supplying benefits to companies who choose to 
participate in the pilot programme. Through Seta funding, tax 
breaks and other support industry leaders are expected to 
profit from their investment in the CoS campaign.

The Department of  
Higher Education and Training 

launches artisan centres of specialisation

partnering with or investing in South African automotive 
component manufacturers.

The NAACAM Show aims to become the premier 
automotive manufacturing growth, technology, transformation 
and stakeholder engagement forum in Africa. The 2019 
version carries the support and endorsement of the 
Department of Trade and Industry, the Original Equipment 
Manufacturers (OEMs), Automotive Supply Chain 
Competitiveness Initiative (ASCCI), as well as the National 

Association of Automobile Manufacturers of South Africa 
(NAAMSA) and National Union of Metalworkers of South 
Africa (NUMSA).

Bookings were due to open in late May 2018. If you are 
interested in receiving early notification and first sight of the 
finalised exhibition floor plan, please contact the NAACAM 
Show Project Management team on TEL: 031 764 6100  
or email info@naacamshow.co.za or visit  
www.naacamshow.co.za
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General Motors has committed to buying 200 megawatts 
of wind-sourced electricity to power manufacturing 
plants in Indiana and Ohio, including two automotive 

foundries where the GM Powertrain division casts cylinder 
blocks and heads, crankshafts, transmission casings, and 
converter housings for a number of engine programmes. All 
of GM’s Ohio and Indiana manufacturing operations will meet 
their electricity needs through 100% renewable energy as a 
result of these new arrangements.

GM completed the purchase agreements with Starwood 
Energy Group’s Northwest Ohio Wind farm in Paulding 

County, OH, and Swift Current Energy’s HillTopper Wind 
Project in Logan County, IL. Once these supply agreements 
are in effect by the end of this year, the automaker noted, 
“renewable energy will power 20% of (its) global electricity 
use.”

The two agreements will provide wind-sourced electricity 

to GM’s Fort Wayne Assembly, Marion Metal Center, and 
Bedford Casting plants in Indiana and Lordstown Assembly, 
Defiance Casting, Parma Metal Center and Toledo 
Transmission plants in Ohio.

GM will be the only customer of the Ohio project, which is 
under construction now and targeted for completion in the 
fall.

The automaker previously committed to use renewable 
sources for 100% of its energy needs by 2050, and has 
already adopted solar arrays, landfill gas, in addition to wind 

power to fuel its offices, plants, and testing centers.
“We’re helping provide solutions to green the grid through 

these new renewable energy deals and sharing best practices 
with other companies so they too can reduce risk and energy 
costs,” stated Rob Threlkeld, GM global manager of 
renewable energy.

international news

Two GM foundries  
switching to wind power

Buying 200MW of output from two wind projects to power its manufacturing 
facilities in Ohio and Indiana. Bedford and Defiance metalcasting operations will 

switch to renewably-sourced electricity later this year.

Once these supply agreements are in effect by the end of this year,  
the automaker noted, “renewable energy will power 20%  

of (its) global electricity use.”
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Workerbase GmbH 
has developed an 
industrial Smart 

Watch that integrates 
humans with the IIoT and 
Industry 4.0 allowing direct 
user integration with 
manufacturing processes. 
The Smart Watch comes 
bundled with back-end 
solutions that are event-
driven, digitise and optimise 
manufacturing processes, 
and can issue alerts, display 
work instructions and 
implement quality control 
checklists.

Real-time accurate data
Outdated or wrong 

information to workers can 
result in product quality 
defects. The Workerbase 
Smart Watch helps to 
minimise variations in 
product quality by providing 
accurate and timely 
information on the wearable 
device and allows the 
collection of real-time 
feedback about product 
defects or process 
deviations from defined 
tolerance limits. The 
Workerbase system allows 
integration with ERP existing 
systems to gather relevant 
information and distribute the correct information in real-time 
and with minimal effort.

The integrated Smart Watch barcode scanner and 8 
megapixel camera allows efficient real-time documentation of 
defects. All data is sent directly to the Workerbase back-end 
for analysis. Corrective actions can be initiated and sent 
directly to the relevant employees.

The analysis of key-performance-indicators (KPIs), such as 
product quality, productivity, lead-time, stock level, schedule 
adherence etc., form a sound basis for business decisions. 
The Overall Equipment Effectiveness (OEE) is a standard 
approach to measure the effectiveness of manufacturing 
operations. KPIs normally incorporate three different data 
sources: Equipment availability, performance and quality, and 
thus assesses the equipment effectiveness from multiple 
perspectives. However, meaningful data is needed and this 
requires efficient data acquisition capabilities. The 
Workerbase platform provides efficient data acquisition 
functions and dashboards to visualise performance analysis.

The Workerbase Smart Watch allows users to generate 
new data points e.g. with its integrated barcode scanner or by 
using manufacturing apps. The annotation of context 
information e.g. photos enriches data sets and provides 
actionable information.

Other features of the Smart Watch are: 
• Production parameters of connected IOT devices or 

connected machines can be visualised on the Workerbase 
Smart Watch 

• Collected data can be used to produce indicators for work 
performance and analysed in web-based dashboards 

• Receive regular performance reports informing responsible 
managers and increase manufacturing operations 
transparency 

• Digital checklists on the wearable device ensure process 
compliance and efficient and comprehensive 
documentation of incoming and outgoing goods with 
wearable device.

Industrial smart watch 
integrates humans with  

IIoT – Industry 4.0
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What do brake parts, yachts, couches, shoes and 
Volkswagen have in common? Top marks if you 
answered the Prevent Group, a little known company 

of Bosnian origins and many interests that has played a big 
part in the recent history of the German automotive giant.

For many years, the Prevent Group has supplied 
Volkswagen with various car parts, from gearbox components 
to seat covers, often via various other supply companies they 
bought up over the years.

Two years ago, that supply suddenly stopped. Apparently 
unhappy with decisions made by Volkswagen in the wake of 
the Dieselgate scandal, two Prevent companies - 
Automobilguss and Car Trim - dramatically halted supply to 
VW without warning.

Volkswagen has now cancelled the majority of its 
contracts with parts and material supplier Prevent Group 
following a series of supply problems affecting production in 
Brazil between 2015 and 2016. The carmaker said the 
problems had cost it a total of €250m ($307m).

Since the 1990s, Prevent Group, based in Bosnia, has 
bought a number of global parts subsidiaries that have 
traditionally supplied VW. It owns ES Automobilguss, which 
supplies metal parts for transmission assemblies; and also 
Fameq, which supplies body parts as well as seats and seat 

covers through its Car Trim and Keiper companies, amongst 
others.

Volkswagen said the disruption to supply in Brazil two 
years ago, which involved various parts including seats, 
incurred 160 days of production stoppage at its Brazilian 
plants in Taubaté, São Jose dos Pinhais (Curatiba), São Carlos 
(which makes engines) and Anchieta. The halt to production 
meant a loss in output of 140 000 vehicles between March 
2015 and August 2016. It also meant 18 000 employees 
were placed on restricted work schedules.

The German carmaker ended its business with Prevent 
Group there in 2016 and subsequently accelerated production 
to meet the shortfall to its dealer network.

There was also disruption to supply based on a shortage 
of parts that affected six of VW’s plants in Germany, including 
its largest global assembly plant in Wolfsburg, as well as its 
main engine and transmission plants in Salzgitter and Kassel. 
VW said it was forced to take out an injunction against ES 
Automobilguss and Car Trim to resume supply in that case, 
though it still did not receive the parts and materials. Emden, 
Braunschweig and Zwickau were also affected.

“At all times, Volkswagen depends on reliable cooperation 
with suppliers in a spirit of trust,” said VW in a statement. 

“Existing business relationships are regularly reviewed 

VW cancels contracts with  
Prevent Group after supply problems

The strange tale of Volkswagen and its Bosnian supplier.
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accordingly, with the aim of minimising the 
adverse impact of any supply chain disruptions on 
our own production in the interests of our 
customers, workforce, dealers and other 
suppliers.”

VW has cancelled most of its contracts with 
Prevent Group companies, a move expected to 
have a significant impact on the supplier, given 
that 70% of its orders were from the OEM.

The carmaker has secured a number of 
contracts with alternative (so far unnamed) 
suppliers but has 
retained its contract 
with Neue Halberg-Guss, 
which Prevent Group 
bought back in January 
this year and which 
makes crankshafts, 
blocks and cylinder 
heads.

Prevent Group has 
put out its own 
statement suggesting 
that VW’s decision to 
cancel its contracts with 
just one day’s notice 
was without legal basis 
or economic reason and 
contradicts the 
principles of commercial 
good faith.

“Long-term contracts 
with ES Automobilguss 
from Schönheide and 
the two other 
companies were 
terminated on March 21 
2018 without notice,” 
said Prevent Group in a 
statement. 

“As a result, short-
term work will be 
required at the sites in 
Schönheide, Plauen and 
Stendal, as well as 
layoffs for many of the 
approximately 700 
employees.”

Prevent said the 
action taken by VW 
would require complete 
replacement of a 
delivery structure that 
would cost the carmaker 
a sum in the three-digit 
millions. It added that 
while it was 
investigating legal 
measures to avert 
greater damage, it 
remained ready for 
constructive dialogue.

Prevent Group is 
separately involved in 
legal action concerning 
the supply of seat 
covers to Daimler.
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The time has come round again to 
start preparing for the four trade 
fairs GIFA, METEC, 

THERMPROCESS and NEWCAST. From 
25 to 29 June 2019, everything will be 
focussing on foundry technology and 
castings, metallurgy and thermoprocess 
technology in Halls 3 to 5 and 9 to 17 
at the exhibition site, where the joint 
motto will be “The Bright World of 
Metals”. 

“Our four GMTN technology trade 
fairs are unmatched anywhere in the 
world and implement a unique 
concept,” said Friedrich Kehrer, Global 
Portfolio Director Metals and Flow 
Technology at Messe Düsseldorf GmbH. 

“Only here in Düsseldorf are decision-
makers, experts, suppliers 
and users from the global 
foundry, metallurgy and heat 
engineering industries able 
to obtain a complete insight 
at four trade fairs at the 
same time, to enjoy 
unparalleled networking 
opportunities and to 
promote and shape the 
current trends for the 
markets of the future”. 

78 000 visitors and 
more than 2 200 exhibitors 
from all over the world will 
be turning Düsseldorf into 
the global capital of “The 
Bright World of Metals” 
again in June 2019.

GIFA: A major role since 
1956

GIFA, the International 
Foundry Trade Fair and 
Technical Forum, has been 
a traditional member of the 
Düsseldorf trade fair 
portfolio for a long time now. 
GIFA has played a major role 
since 1956 and succeeded 
at its last event in 2015 not 
only in producing 
outstanding results (942 
exhibitors from 47 different 
countries, 48 783 trade 
visitors - 54 per cent of 
them from outside Germany) 

but also in presenting countless 
innovations to the trade visitors from all 
around the world. In 2019, GIFA will 
once again be presenting almost the 
entire range of products available 
anywhere in the world in the following 
areas: Foundry and melting plants, 
refractories technology, moulding and 
core making plants and equipment, 
moulding sands and moulding 
auxiliaries, sand preparation and 
reclamation, gating and feeding, casting 
machines, knock-out, fettling and 
finishing, pattern and die making, 
process control technology and 
automation, environmental protection 
and waste removal as well as 

information technology.

METEC 2019: In Düsseldorf 
for the 10th time 

METEC, the International 
Metallurgical Trade Fair and 
Congresses, has been an 
established member of the 
four trade fairs since as long 
ago as 1979. The exhibits at 
the 10th trade fair will 
include plant and equipment 
for iron, steel or non-ferrous 
metal production, plant and 
equipment for casting, 
pouring and shaping steel, 
equipment for metallurgical 
plants and rolling mills or 
steel mills. With over 17 700 
visitors (53 per cent of them 
from outside Germany) and 
525 exhibitors from 35 
different countries, METEC 
again set records for the best 
performance in its roughly 
40-year history last time.

THERMPROCESS: Innovative 
thermoprocess technology

THERMPROCESS has an 
even longer tradition: The 
International Trade Fair and 
Symposium has been THE 
place to find innovative 
thermoprocess technology 
since as long ago as 1974. 
Information about state-of-
the-art technological trends 

“The Bright World of Metals”  
is just over a year away

GIFA, METEC, THERMPROCESS and NEWCAST 2019 to take place in 
Düsseldorf, Germany from 25 to 29 June 2019.
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for solutions relating to the production and use of industrial 
furnaces and heat generation plants makes sure that visitors 
enjoy the best possible competitive edge. The exhibits include 
industrial furnaces, industrial heat treatment plants and 
thermal processes, equipment for special applications, 

components, equipment and other supplies, occupational 
safety and ergonomics. The trade fair attracted more than 7 
100 trade visitors, every second one of whom came from 
outside Germany, and 314 exhibitors from 30 different 
countries.

NEWCAST an immediate success
NEWCAST, which joined the quartet of trade fairs as its 

fourth member in 2003, is the most recent addition to The 
Bright World of Metals. As the world’s leading trade fair for 
precision castings, it is the highlight of its industry every four 
years and has recorded excellent growth rates, like last time 
in 2015: (4 000 visitors, 66 per cent of them from outside 
Germany, and 434 exhibitors from 33 different countries). The 
application areas for castings range from vehicle 
manufacturing and the aerospace industry to machine and 
plant engineering and medical technology.
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Trade Fair Tours, a specialist travel agency for trade fairs 
internationally and in particular Germany, in conjunction 
with the SA German Chamber of Industry and Castings 

SA have put together a very reasonable tour package to visit 
this exhibition.

The tour includes return airfare Johannesburg/Düsseldorf, 
airport taxes, airport/hotel transfer, accommodation, full 
breakfast daily and medical and travel insurance.

Hotel accommodation
Due to the extremely positive response from clients who 

travelled in 2011 and 2015, we were asked by numerous 
clients to again book rooms at the Lindner Hotel 
Rheinresidenz. Although the hotel has been taken over by the 
InterContinental Hotel Group (IHG) and renamed the Indigo 
Hotel (www.hotelindigo.com) we are pleased to confirm that 
we are holding a substantial room allotment.

The hotel is located a short walk from the banks of the 
River Rhine, and a 15 minute walk to the Alstadt and famous 
shopping at Konigsallee. The “U” Bahn station, “Nordstrasse” 
is located 350m from the hotel and then a seven minute 
journey direct to Messe Düsseldorf.

The second hotel choice and more economical option, is 
to stay at the two star, tourist class Ibis Hotel Hauptbahnhof 
(www.ibishotel.com). As the name implies, the hotel is 
adjacent to the main rail station, where the journey time to 
Messe Düsseldorf is only 15 minutes. The famous Old Town 
(Altstadt) and Konigsallee are a short walk away. 
Accommodation is reserved in twin bed or single rooms, with 
buffet breakfast.

Hotel option only
However, if you wish to make your own flight bookings 

and only take up the hotel booking option Trade Fair Travel is 
willing to accommodate you.

Trade Fair Travel is also able to offer you individual 
packages, tailored to your requirements. For more 
information contact Peter Stephenson on the details below. 
Booking forms can also be downloaded from the website.

Accommodation in Düsseldorf is at a premium during the 
exhibition period. With 250 to 300 South Africans visiting the 
exhibition the booking of the rooms on offer from Trade Fair 
Tours will be done on a first paid first served basis.

Entrance passes allow free public transportation
For GIFA, METEC, THERMPROCESS AND NEWCAST 2015, 

Messe Düsseldorf offers a service to all exhibitors and 
attendees. Prepaid visitor, exhibitor and press entrance 
passes allow free use of all public transportation within 
Düsseldorf on all days of the shows.

The entrance passes can be used as a free public 
transportation ticket on all buses, streetcars, underground 
trams (U-Bahn), urban railways (S-Bahn) and the German rail 
service within the Rhine-Ruhr regional network (VRR - 2nd 
class). 

Further details on the entrance tickets and ordering of 
the exhibition catalogues can be obtained from the Southern 
African German Chamber of Trade and Industry on 

TEL: 011 486 2775, email: info@germanchamber.co.za or 
visit the website: www.germanchamber.co.za

Trade Fair Tours
For a booking form contact Trade Fair Tours on  

TEL: 083 547 1147 (between 07h00 and 13h00) or email 
peter@tradefairtours.com or visit www.tradefairtours.com

Trade Fair Tours and Castings SA 
tour to GIFA, METEC, THERMPROCESS 

and NEWCAST 2019
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The report comes four days after the news that India had 
overtaken Japan to become the world’s second largest 
crude steel manufacturer, which is all good news about 

the country’s growing production numbers.
In 2017, castings production in the country stood at over 

11 million tons, valued at US$19 billion. This still puts India 
behind China, which produced over 40 million tons, IIF 
president Amish Panchal told reporters in New Delhi in April.

Registering growth of four to five per cent, exports 
recorded 2.7 billion dollars, Panchal said. Stating that the 
foundry sector needs to grow at least three-fold in the next 
10 years, Panchal said the industry employs about 2.5 

million people. 
There is scope for employing an additional 2.5 million 

people if the industry grows at a rapid rate in the next three 
to four years, said Panchal.

He said aluminium castings contributed 15 per cent of 
the total casting production and added that the segment is 
likely to grow further as automobile manufacturers are 
focusing on reducing vehicle weight, including engines and 
doors.

South India, particularly Tamil Nadu and Karnataka, 
contribute 50 per cent of the total production of castings in 
India, he said.

The Institute has taken the initiative of constructing a 
test road in rural areas in Rajasthan by utilising waste 
foundry sand. After trials for two rainy seasons, the project 

could be extended to other parts depending on the success, 
Panchal said.

Modern Casting Census of World Casting Production
In 2016, worldwide casting production was 104.4 million 

metric tons, a near match to 2015’s reported 104.1 million 
metric tons, according to the Modern Casting Census of 
World Casting Production. Casting growth from 2014 to 
2015 was 0.4%, and from 2015 to 2016, it was 0.2%.

The world’s top 10 casting producing nations produced 
91.6 million metric tons of the total 104.4 million metric 
tons.

The China Foundry Association reported a 5.4% increase 
since 2015, putting its total production at 47.2 million metric 
tons or 45% of total world casting production. The Institute 
of Indian Foundrymen reported a 5.4% increase in 
production in India, to 11.35 million metric tons, gaining 
space ahead of the US, which has seen lower tonnage 
shipped in 2015 and 2016 compared to 2014 due to 
flagging production for iron-heavy industries such as 
agriculture, oil and mining. The US is expecting growth of 
2.8% in tonnage and 4.7% in casting sales in 2018.

The remaining 2016 top 10 casting nations by tonnage 
are Japan at 5.2 million, Germany at 5.2 million, Russia at 
3.9 million, Republic of Korea at 2.6 million, Mexico at 2.56 
million (2015 data), Brazil at 2.1 million, and Italy at 2.1 
million.

IIF president Amish Panchal said aluminium castings contributed 15 per cent  
of the total casting production and added that the segment is likely to  
grow further as automobile manufacturers are focusing on reducing  

vehicle weight, including engines and doors

India goes ahead of the US  
and becomes the world’s second  
largest castings producer says IIF

India has overtaken the United States to emerge as the second largest producer of 
castings behind China, a spokesperson of the Indian Institute of Foundrymen (IIF) 

has said in reports published widely in India.
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If companies manufacturing pumps, wet grinders and 
engineering components were the driving force behind the 
thriving manufacturing sector in Coimbatore, 600 odd 

foundries were the backbone of all these companies. But they 
are facing a bleak future and the employees there are uncertain 
about their fate.

Seeking a remedy of their problems like increased raw 
material prices and the refund of GST, nearly 400 foundries in 
the area closed for two days demanding the government 
address their needs as they are unable to bear the price rise 
and mounting debts.

The sharp increase in raw material costs and pending GST 
refunds are weighing heavily on the foundries. The prices of raw 
materials like pig iron and chemicals have gone up by 40% to 
100% in the past three months.

While more than 200 000 workers in the foundries would 
lose their wages for two days, most of the manufacturing 
companies of pumps, wet grinders and textile machinery, where 
more than 500 000 people work, are likely to take a hit as they 
cannot function without the castings supplied by foundries.

“We have been requesting both the state and central 
governments for months, but they are not heeding our 

demands,” said A Siva Shanmugakumar, president of 
Coimbatore small and medium foundry owners’ association. 

The prices of raw materials, especially pig iron, scrap and 
coke (a solid carbonaceous material derived from coal), have 
been steadily increasing since the implementation of GST. In 
the past three months alone the prices have shot up by 20%. 
Shutting down iron ore quarries in Goa is cited as the prime 
reason.

As coke that is produced in India is not fit to use in 
foundries, it is being imported from China and Australia, and the 
imports have reduced after the coal mines there were shut to 
control pollution, Siva said.

To make the most out of the situation, middlemen have 
hiked the price of these materials.

“Before the implementation of GST, the foundries which had 
less than Rs1.5 crore (US$235 000) as their annual turnover 
had to pay only 5% as Value Added Tax (VAT) and were 
exempted from paying 12.5% excise duty. But the exemption 
was removed post GST and the foundry units, without any 
difference, have to pay 18% as tax,” said a small-scale foundry 
owner.

Indian foundries in Coimbatore area 
protest against rising raw material costs

400 foundries shut for two days say reports.
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With its Veyron and Chiron super sports cars, Bugatti 
has established a position as a pioneer for new 
technical developments and innovations in the 

extreme performance sector of the automotive industry over 
the past few decades and has set breathtaking performance 
data and records. Now the Development Department of the 
French luxury brand has achieved a new coup. For the first 
time, the Bugatti developers have succeeded in designing a 
brake caliper that can be produced by 3D printing. 

Titanium
But that is by no means all. While the main material used 

for the additive production of vehicle components to date has 
been aluminium, the new brake caliper is made from titanium. 
This is therefore the world’s largest functional component 
produced from titanium using 3D printing processes. 

This new milestone in the development of 3D printing was 
reached in cooperation with Laser Zentrum Nord of Hamburg, 
an institute that has formed part of the Fraunhofer research 
organisation since the beginning of the year. With this world 
debut, Bugatti has underlined its lighthouse function for 3D 
printing within the Volkswagen Group and its role as an 
innovation driver in the international automotive industry. 
Vehicle trials for the use of the 3D titanium brake caliper in 
series production are to start in the first half of the year.

“Vehicle development is a never-ending process. This is 
particularly true at Bugatti,” says Frank Götzke, Head of New 
Technologies in the Technical Development Department of 
Bugatti Automobiles S.A.S. 

“In our continuing development efforts, we are always 
considering how new materials and processes can be used to 
make our current model even better and how future vehicles 
of our brand could be designed.”

“As our performance data are often at the physical limits, 
we are especially demanding,” adds the 48-year-old machine 
tool and production technician, who holds a degree in 
engineering. 

“This is why Bugatti always goes at least one step further 
than other manufacturers in the development of technical 
solutions.”

Bugatti currently uses the most powerful brakes in the 
world on the new Chiron. The brake calipers were an entirely 
new development. They are forged from a block of high-
strength aluminium alloy. With eight titanium pistons on each 
of the front calipers and six on each of the rear units, these 
are also the largest brake calipers currently installed on a 
production vehicle. The brake calipers of the Chiron are 
produced using bionic principles on the basis of a natural 
model. The new architecture combines minimum weight with 
maximum stiffness. The inspiration for the design and mode 
of operation of the brakes was taken from motorsports.

With the newly developed titanium brake caliper from the 
3D printer, Bugatti is now going one step further and breaking 
new ground. This particular titanium alloy, with the scientific 
designation of Ti6AI4V, is mainly used in the aerospace 
industry, for example for highly stressed undercarriage and 
wing components or in aircraft and rocket engines. The 
material offers considerably higher performance than 
aluminium. For example, even as a 3D printed component, it 
has a tensile strength of 1,250 N/mm2. This means that a 
force of slightly more than 125kg be applied to a square 
millimetre of this titanium alloy without the material rupturing. 
The new titanium brake caliper, which is 41cm long, 21cm 
wide and 13.6cm high, weighs only 2.9kg. In comparison with 
the aluminium component currently used weighs 4kg. Bugatti 
could therefore reduce the weight of the brake caliper by 
about 40% at the same time as ensuring even higher strength 
by using the new part.

To date, this approach was not feasible because it is 
extremely difficult or even impossible to mill or forge 
components from a titanium block as is normal practice with 
aluminium due to the extremely high strength of the material. 
This problem has now been solved using an extremely high-
performance 3D printer, which also opens up the possibility of 
generating even more complex structures, which are 
significantly stiffer and stronger than would be possible with 
any conventional production process. Frank Götzke found the 
selective laser melting units required in Hamburg, at Laser 
Zentrum Nord.

Breaking new ground –  
Bugatti develops world’s largest titanium functional 

component produced by additive manufacturing

New eight-piston monobloc brake caliper.
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product review

Spectro announces a major upgrade 
of Spectrotest mobile metal analyser

Spectro Analytical Instruments has announced a major 
upgrade to its Spectrotest arc/spark mobile metal 
analyser for applications in the metal producing, 

processing, and recycling industries.
The Spectrotest mobile spectrometer delivers precise 

results without compromise when an exact metal analysis is 
required, materials are difficult to identify, or there is a large 
number of samples to be tested. Applications include the 
on-site grade confirmation of incoming materials at the 
shipping dock or on the production floor, or when metal 
sorting for value-optimised recycling.

The upgrade, which introduces a new, more-advanced 
readout system, represents a dramatic improvement to an 
already industry-leading solution. The new readout is a 

prerequisite for the introduction of iCAL 2.0 - a consistent 
enhancement of the instrument’s proprietary iCAL calibration 
logic system. iCAL 2.0 enables the mobile analyser to deliver 
stability, even in the face of ambient temperature changes. 

With pre-defined calibration packages and the iCAL 2.0 
diagnostics software, the upgraded Spectrotest allows users 
to perform a single-sample standardisation (in less than five 
minutes) at the start of the day’s testing. The iCAL diagnostics 
ensure stable performance through a typical day, and, now 
the software helps maintain the same standardisation, 
regardless of most temperature shifts. 

The Spectrotest analyser is designed for productivity and 
reliability as well as portability. Its performance and ease-of-
use are unsurpassed. The analyser’s high-resolution optical 
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system provides for probably the widest element range, 
including N, Li, Na - all elements necessary for a complete 
on-the-spot metal analysis. 

Its measurements are fast with flexible, point-and-shoot 
analysis. Sample probe adapters are quick and easy to 
change for arc excitation and spark excitation (arc spark OES). 
Its battery-powered operation can deliver up to 800 
measurements on a single charge. An App enables the display 
of the measuring screen on a PC monitor, tablet or 
smartphone. Results can be simultaneously observed in the 
laboratory and on site.

For further details contact Spectro Analytical South Africa 
on TEL: 011 979 4241 or visit www.spectro.com
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The Micracut 202 is a fully programmable precision cut-
off machine with colour touch screen control, featuring a 
high quality Siemens PLC control unit, with automatic 

table feed cutting system, integrated recirculation cooling 
unit, versatile clamping options and a wide selection of 
blades for effortless cutting 
of a wide range of materials.

With the Micracut 202 
you are able to have 
accurate, motorised 
positioning of the specimen 
in XY and Z axis via a digital 
readout on the LCD (X-axis 
for plane parallel cutting is 
optional).

Other features include 
ergonomic joystick with 
adjustable speed control, 
integrated feed path control, 
power dependent adjustable 
feed rate, variable cutting 
force, rapid pulse cutting 
mode, bar graph overload 
display and a powerful 1.1 
kW cutting motor. 

The machine has a 
variable spindle speed of 
between 300 and 4000rpm, 
an electronic brake system 
and advanced cutting 
modes.

Cutting capacity is 
up to 75mm solid 
stock, with cut-off 
wheels up to 200mm 
diameter. The rugged 
design twin T-slotted 
table is made of 
stainless steel and the 
base is a rugged alloy 
casting. The machine 
has extraordinary 
access for easy 
handling with sliding 
door and side 
openings and you 
have the ability to 
mount diamond cup 
wheels for grinding of 
petrographic thin 
section samples.

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

Metkon Micracut 202 – 
a fully programmable automatic  

precision cut-off machine
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Release agents are of immense importance within 
serial core production, especially regarding complex 
geometries.  

The latest offering from ASK Chemicals - Ecopart H 17-250 - 
was specially developed for warm/hot curing organic core 
and shell molding processes and excels at reducing scrap 
and increasing productivity.

ASK Chemicals gathered their accumulated knowledge 
on highly effective release agents for gas curing processes 
and transferred this into the development of Ecopart H 
17-250. This is particularly evident in the removal process 
of even the most complicated geometries.  
A feature is the separation and creep properties of the 
material during the removal process without any loss in 
quality. 

In addition, the release agent has a service life twice as 
long as conventional release agents, thereby cutting the 
need for frequent applications. The application process 
itself is flexible and can be done manually or by an 
automatic spraying system, as required.

The release agent was designed in the research and 
technology centre at ASK Chemicals in Hilden, Germany. 
The research team develops new and efficient solutions in 
cooperation with partners and in a constant dialogue with 
customers always with the aim of reducing emissions and 
other effects on the environment and on foundry 
employees. 

Ecopart H 17-250 is an environmentally friendly product, 
as it is a water-based and solvent-free release agent.

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

New release agent Ecopart H 17-250 
for the most complex geometries

For warm and hot curing organic core and shell moulding processes.
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Foseco has announced the product launch of the new spot 
feeder concept, which is a further development of the 
company’s Kompressor spot feeder technology.

The current advantages, such as minimum footprint area, 
smallest contact area and optimum moulding sand 
compaction beneath were adopted from the existing Feedex K 
concept. From the first idea to the serial stage, extensive tests 
were carried out. Prior to casting tests, solidification 
simulations were conducted for verification purposes.

Within the new concept a large part of the compressor 
core is heated by the highly exothermic feeder sleeve 
material. This significantly reduces the contact area of the 
compressor plate to the green sand by 50% compared to the 
Feedex VSK feeder. The result is an improved feed 
performance.

Feedex K VAK feeders are used where the smallest 
footprints and minimum contact areas are required. The 
application is as simple as with the VSK product line. The self-
centering geometry eases the application of the feeder sleeve 
onto the fixed pin. Furthermore, the feeder residue can be 
easily knocked-off with little force.

The Feedex K VAK feeder series is based on the proven 
Feedex V-feeder product line.

The self-centring Feedex VAK Feeder sleeves are designed 
for ram-up applications in greensand moulding lines. In 
combination with the appropriate support pin, the Feedex VAK 
sleeves can be easily applied on fast cycling automatic 
moulding lines. The new Feedex VAK generation is also 
produced with the proven Feedex HD formulation, a low 
fluoride containing, high exothermic and high strength feeder 
material.

Minimum footprint
The Feedex VAK sleeves have a small contact area, 

optimum mould sand compaction underneath the sleeve, a 

constant feeder volume, are easy to knock-off and 
minimum or no fettling work is required

Optimised feed performance
Most of the compressor core is super heated by the high 

exothermic recipe. Additionally, 50% less surface area of the 
breaker core is in direct contact with the green sand 
(compared to VSK - sleeves) and with the new fix-lock system 
core glue becomes obsolete.

For more information contact Foseco South Africa on  
TEL: 011 903 9500 or visit www.foseco.com

Foseco’s new Feedex  
K VAK spot feeder
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Slurries can be a headache for artists, schools, and small 
foundries, for many reasons including shell room 
infrastructure (shell room equipment is a high cost 

investment), health and safety risks (there are many risks 
involved in the investment casting process), stock 
management (five to 10 different materials are required for a 
traditional slurry) and hard to use (slurries are often difficult 
to keep in their optimum state over a period of time).

It can take over a day to get the slurry mixed and wetted 
in, and it then has to be maintained during the entire shelling 
process, while it constantly gets stirred by the rotating tank. 
Once the production run is finished comes the question, do 
you leave the tank running ready for the next set of patterns 
and hope that you can maintain it until then, or do you empty 
the tank and throw away all the unused material?

For a small-scale operation leaving the slurry tanks 
running constantly may well be the lesser evil, but it is not an 
ideal solution. But there is an alternative … Jus-Dip!

Jus-Dip is an innovative new colloidal based suspended 
slurry system that comes ready to use and does not require 
continuous stirring. Key benefits of Jus-Dip include no slurry 
tank required (just dip directly into the drum), no stirring 
required (simply stir before the first use of the day) and 
minimal waste (when not in use, re-seal the drum and store in 
an appropriate place).

Easy to use
Jus-Dip is a pre-blended slurry that contains optimised 

levels of refractory, additives, and polymer to provide the best 
performance.

Set up is easy. Place the drum in your shell room, or 
wherever you will be dipping, remove the lid and stir. Your 
slurry is now ready for use, as Jus-Dip doesn’t need to be 

constantly stirred you can dip directly from the drum.
Jus-Dip includes Remet Sci-Dry, which gives a visual 

indication of when a shell is dry enough for the next coat. It 
also includes a wetting agent and an anti-foam, ensuring that 
the slurry requires a low level of technical equipment and 
maintenance. When the slurry is not in use replace the lid and 
store it until it is required again. If being used in a slurry tank, 
turn off the tank and cover the slurry to prevent any 
evaporation.

Health and safety benefits
 There are many dangers working in a foundry. With Jus-Dip 

has been able to reduce some of these risks:
• Risk of hand crushing - As Jus-Dip can be used directly 

from the drum or any other form of static tank, this 
removes the danger of hands being caught in the blades 
or any other moving parts of the tank.

• Dust inhalation - When making up a traditional slurry there 
is the danger of inhalation of the silica dust while it is 
being added into the mix. By using a pre-blended slurry 
this danger is removed, which is particularly useful in 
teaching environments where students may not realise the 
risks. 

In action
A number of art and educational foundries have already 

started to benefit from the advantages provided by Jus-Dip. 
They are benefiting from the convenience of being able to dip 
directly into the drum with minimal set up and maintenance 
requirements, without impacting the quality of the finished 
items.

For further details contact Ceramic and Alloy Specialists 
on TEL: 011 894 3039 or visit www.ceramic-alloy.co.za

Remet’s Remasol Jus-Dip –  
A new colloidal based suspended slurry system

Jus-Dip is a pre-blended slurry that contains optimised levels of refractory, 
additives and polymer, comes ready to use and does not require continuous stirring.

Picture courtesy of Carmarthen School of Art Sculpture Dept, Coleg Sir Gar






