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The content in this issue of 
Castings SA is very rewarding 
for many reasons, I believe. As 

business people and individuals too 
often we get swept up in the 
negativity that surrounds us in our 
daily lives. I can’t deny that there is 
plenty of daily news that would 
make most of us weep, especially if 
you live in a country like South 
Africa that is experiencing political 
turmoil, citizen unrest and economic 
struggles. 

Political turmoil is not unique to South Africa though and 
will never be, as is citizen unrest. There will always be those 
that feel unjustly treated and will want to express it in some 
form or another. The world has always experienced economic 
crisis so this is also not a new experience – it is just the level 
of economic crisis that a country gets itself into that differs.

Today our access to all this information has been 
accelerated with the advent of the internet, social media and 
more. The accent on ‘negativity sells the stories’ and 
sensationalism continues to remain uppermost on most news 
organisations agendas. Many more individuals who own a 
device and can immediately use it to express their opinion or 
foster their ulterior motive, often do so.

However, fortunately there are many of us that stay 
positive and in this issue there are a number of stories that 
are refreshing and encouraging. Ukuthela Foundry Projects, 
based out in the Babelegi Industrial area, has found their 
niche in the way it moves its moulds and castings around the 
foundry – by forklift. I have never seen this before but it 
works for them and I was witness to this. And they are 
producing 60 tons of castings a month.

Then there is the story on Duvha Foundry. In the Venda 
dialect Duvha means the sun that rises and shines and this 
foundry has certainly risen out of the dross in the face of 

adversity. Imagine trying to live your dream and the very 
institutions that are supposed to help you put up all the 
obstacles. Through sheer hard work and implementing the 
good old principles of how to run a business Duvha Foundry 
has been able to boast that they now cast 120 tons of 
castings a month. And they are quite happy to admit that 
their BB-BEE status did help to get them business but now 
with the new rules they are not going to enjoy these privileges 
going forward.

The third foundry I report on in this issue is Steel Best 
Automotive/Pressure Castings. The previous owners let a very 
successful business slide into business rescue through gross 
mismanagement. This aluminium foundry introduced a state-
of-the-art aluminium die casting and machining cell six years 
ago, which would not be out of place in any European or 
Japanese foundry. The fact that the new owners saw the 
potential and have now started investing in the foundry 
should not go un-noticed. Management reports that they are 
producing 60 tons of castings a month - that is no small 
number for a pressure die casting foundry. 

Another story in this issue is on MIS Engineering t/a 
Mitak. This is a first for me – as are the stories on Ukuthela 
Foundry Projects and Duvha Foundry. Another positive story 
and although I have never been into the foundry - I hate to 
admit this - I believe it is a foundry that the South African 
industry can be proud of. (Just to explain: You can often do 
stories remotely as long as you get the facts correct.) The 
very fact that Mitak is ‘loosening’ up and letting the world 
know that there is a very real problem with Chinese imports 
is encouraging and adding weight to what many other 
foundries in South Africa are experiencing.

To me the overriding factor is that these foundries have 
risen out of the dross and are making business happen in the 
face of all the doom and gloom around us.

Rising out of the dross

editor’s comment
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cover story

As with many industries across South Africa, the foundry 
industry is plagued by numerous factors that have 
forced the foundries to look at ways to minimise costs 

and maximise efficiencies in the workplace in order to 
survive.

The macro and micro environmental factors are limitless, 
escalating raw material costs, increasing energy and labour 
costs, amongst others. This prompted SI Group | HA to offer 
knowledge and experience to reduce mixed sand costs of 
chemically bonded sand systems.

Foundries have tried to combat these pressures by 
investing in state-of-the-art equipment, tools and methods to 
improve yields, energy and new sand costs which has 
lessened but not evaded the concerns.

SI Group | HA conducted three workshops over three 
weeks providing the know-how to reduce chemical 
consumption focusing mainly on sand, and empowering 
foundrymen with the tools needed to do so. 

The workshops were presented by Guy Dockray and JJ de 
Jager, who form part of the SI Group | HA technical support 
team. The workshops consisted of a site tour of the SI Group 
| HA plant, lectures and technical discussions.

During the site tour of the SI Group | HA plant the level of 

dedication to the environment, health and safety, 5S, quality 
and world-class attention to detail was evident to all of the 
attendees.

The workshops’ Q&A sessions before each break led to 
various foundry staff engaging in an intellectual manner and 
possibly leading to some future networking. This is an 
attribute that the foundry industry needs in order to 
collectively fight back at all of the factors that are raising the 
manufacturing costs across the board. 

SI Group | HA hopes to present the industry with more 
such technical workshops in order to partner with foundries 
and create a problem-solving network of like-minded people.

Some of the foundry delegates with staff of SI Group | HA 

No bake workshops –  
cost saving methods: SI Group | HA

4   castings sa   vol 19 no 3   October 2018



SI Group has more news to share with 
the industry – ranked in the top 
seven per cent for Global Corporate 
Social Responsibility 

“We have received our third 
silver rating for corporate social 
responsibility from EcoVadis, an 
international organisation that 
provides sustainability ratings for 
global supply chains. The SI Group 
was ranked among the top seven per 
cent of more than 45 000 worldwide 
companies assessed by EcoVadis. This is a 
significant improvement over prior years,” said a 
company spokesperson.

“In 2017 the SI Group ranked among the top 
10 per cent of more than 30 000 companies and 
in 2016 the SI Group ranked among the top 13 
per cent of more than 25 000 organisations.

EcoVadis Corporate Social Responsibility (CSR) score–
cards rate suppliers’ environmental, ethical and social 
practices across 180 commodities and 150 countries. The 
EcoVadis methodology covers 21 individual criteria across 
four themes, including environment, labour and human 
rights, ethics and sustainable procurement. The methodology 
is built on international corporate social responsibility 
standards, including the Global Reporting Initiative, the 
United Nations Global Compact, and the ISO 26000.”

“A corporate culture built on a foundation of strong values 
and an unwavering dedication to social responsibility is 
essential for the growth and survival of any enterprise, 
private or public,” said Frank Bozich, President and CEO of 

the SI Group. 
“This rating, and our marked improvement in ranking, is a 

direct result of our global commitment to solving the world’s 
sustainability challenges through chemistry.”

In addition to the EcoVadis rating, the SI Group has been 
a member of the American Chemistry Council’s Responsible 
Care programme for over 25 years. Responsible Care is a 
world-class environmental, health, safety and security 
performance initiative aimed at improving the health and 
safety of employees, communities and the environment as a 
whole, moving the industry toward a safer and more 
sustainable future. 

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

While Minika van Aswegen – wife of Ukuthela Foundry 
Projects owner Cobus van Aswegen - describes 
herself as being a jack-of-all-trades but a master of 

none, the same cannot be said of husband Cobus. Within the 
company he has had to take on the role of jack-of-all-trades 
while at the same time being master of all of them, right down 
to driving the forklift.

“I don’t think I am unique in the foundry industry or 

broadly speaking in any small to medium size manufacturing 
company, that is owner run. You will generally find that a 
company that has been established by an individual that had 
previously spent time on the manufacturing floor will be able 
to deal with any process that occurs on the manufacturing 
side. We may not fully master all aspects of a given process - 
casting metal in our case – but we should be proficient 
enough to produce the castings or product to the quality that 

Flexibility and speed the core at 
Ukuthela Foundry Projects



Ukuthela Foundry Projects only casts SG iron castings

“From the beginning we have concentrated on casting SG iron 
castings. My motivation behind this decision is that there is always  
a constant demand for pumps and valves cast in SG iron and today 

80% of the castings that exit our foundry are made up of  
components for the pump and valve industries.”





we expect from our employees. In short, I must lead 
by example,” said van Aswegen.

“The difference, as compared to an employee, is 
that I will have the passion. As head of the 
company, which I established in 2005, I am 
responsible for developing a culture of operational 
excellence and improving efficiencies. I spend a lot 
of time leveraging human and manufacturing 
assets, influencing systems and technologies, and 
sharing best practices. And the only way you are 
going to do that is by being hands on. This allows 
the employees to see that you are participating and 
it will in turn take them to a new level of 
commitment. Other benefits are automatically 
derived but the key to the success of any business 
will still remain its people.”

“My background is patternmaking and believe it 
or not this is one aspect of our foundry process that 
we outsource. It is only because we have decided to 
focus on producing quality castings and there are 
enough specialised patternmaking shops that we 
can call on to manufacture our patterns, when 
needed. This side of the foundry business has 
advanced considerably in recent years and 
companies are now making use of CNC bridge type 
milling machines and the latest software to 
manufacture patterns. The continuous improvement 
in foundry processes has not left patternmaking 
behind.”

“There is also the talk of metal casting with 3D 
printing. However, while direct printing of metal is 
widely discussed and promoted, the high costs and 
technical difficulty involved means that many 
products and applications are better addressed 
through a mature manufacturing process like metal 
casting.”

“I can see how it benefits the investment 
casting foundries and those companies looking for 
a quick and cheap prototype as an example, but it 
is going to be a while before 3D printing takes over 
from the tried and tested foundry process.”

“Before starting Ukuthela Foundry Projects I was 
a Director in another foundry in the Pretoria area. 
This foundry has subsequently closed because my 
fellow Director and majority shareholder at the time decided to 
retire to the Western Cape. Fortunately I had already gone out 
on my own and established Ukuthela Foundry Projects here in 
the Babelegi Industrial area just outside Hammanskraal, 
northern Gauteng. It is only 45 minutes from Pretoria so 
logistically we are still very accessible.”

“From the beginning we have concentrated on casting SG 
iron castings. My motivation behind this decision is that there 
is always a constant demand for pumps and valves cast in SG 
iron and today 80% of the castings that exit our foundry are 
made up of components for the pump and valve industries.”

“Another reason was that we did not want any 
contamination when casting and you could experience this if 
you decided to cast a range of metals.”  

“We are very comfortable casting impellers, diffusers, 
pump casings, valve bodies and many of the other 
components required for these products. Just this 
year we have already cast about 30 000 
castings for our clients in these industries. 
The mix is made up of about 115 
different castings and the weight range 
is from 250 grams up to 350 kilograms 
per casting. And we are not limited to 
one-offs. Production runs are easily 

Ukuthela Foundry Projects keeps a large stockholding of its clients most ordered castings

Hubs that have been cast for the mining industry

80% of the castings that exit Ukuthela Foundry Projects are made up of components for the  
pump and valve industries
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accommodated in our setup.”

Flexibility and efficiency with forklifts
“Many foundry owners don’t 

like forklifts running around 
their foundry because of the 
inherent accidents and 
mishaps associated with them. 
They would rather use a conveyor 
system in combination with or 
without an overhead crane to 
move their moulds and 
castings around. Designing 
effective conveyor systems for 
foundry processes calls for 
innovation and collaboration. 
In several cases, coordinating 
the users’ objectives with the 
latest available components and 
capabilities can improve the 
results of a conveyor design. And 
yes we are using a conveyor 
system in our sand reclamation 
plant. In that instance it makes 
sense.”

“Likewise we use an 

overhead crane to transport our metal to the casting area. 
Again it makes sense.”

“But on the foundry floor we find it does not work for us 
because of the restrictions it 

imposes. Currently we have 
two forklifts constantly on 
the move, operating 

throughout the foundry. A 
third one is on order and should 
be operational by mid-October.”

“One of the main reasons 
for us using forklifts is that it 
gives us the flexibility and the 
efficiencies associated with 
the process.”

“I will explain why it works 
for us and other foundries 

should consider going the same 
route. We have manufactured a 
number of different size stands 
that can take one, two or more 
castings, boxes or moulds, either 
the same size or various sizes, 

depending on your production 
requirements. The stands are 
designed so that the forklift can 

Ukuthela Foundry Projects have already cast about 30 000 castings for clients just this year so far

Castings ready for delivery

The weight range Ukuthela Foundry Projects can cast is from  
250 grams up to 350 kilograms per casting

Moulds being prepared







10   castings sa   vol 19 no 3   October 2018

easily pick them up or deposit them in the 
required area. There are no obstructions 
on the floor so the forklifts move quickly 
and freely around the factory.” 

“The pouring line is a great example to 
give you of how much time we save. Once 
we have done a pour that stand is moved 
to the cooling off area and is immediately 
replaced with another stand that has new 
moulds on it. There is no waiting for a 
pour to take place over the whole pouring 
line before you start moving the castings. 
In essence the line of moulds could be 
replaced with new moulds ready for 
pouring by the time you have finished the 
last pour in the previous line.”

“We even have a holding area for 
completely prepared moulds, on the 
stands, ready and waiting for a forklift to 
move them into position.”

“There are many other examples I can 
give you - from mould preparation to 
fettling. With the amount of castings that 
we are casting these days we need the 
efficiencies of speed and the flexibility 
associated with using the forklifts.” 

“We believe that we would have to 
employ another 10 to 15 staff to fulfill the 
same amount of production that we are 
currently achieving if we ditched the 
forklifts or went onto the conveyor / 
overhead crane system.”

Raw materials
“One of the main ingredients for 

casting SG is pig iron. We only use pig 
iron and the required additives in our 
melts. The only form of scrap that we will 
use is our own reject castings and any 
cut-offs that we derive. This way we can 
control the quality of our melts and the 
resultant benefit is a very low scrap rate.”

“Our pig iron is supplied in one ton 
bags and these are stored in a designated 
area because you cannot have your melt 
area cluttered. Again the forklifts move 
the bagged material quickly and easily 
without any interruption to our melting 
and pouring process.”

“Our first furnace that we purchased 
was a 200kg furnace. We have 
subsequently purchased a 350kg furnace 
and a 480kg furnace, both supplied by 
MUR Industries. Currently we are 
producing 60 tons of castings a month 
and these furnaces give us enough 
capacity to fulfill our melt requirements.”

Equipment – owner designed and built
Addressing the company’s 

equipment requirements Van 
Aswegen admits that he is not that 
popular with the suppliers as he is 
quite capable of designing and 
manufacturing his own equipment.

“The equipment that we have 
built might not be referred to as 
state-of-the-art but it is functional for 

The holding area for moulds before being moved with a forklift to the pouring line

Ukuthela Foundry Projects has over 500 patterns catalogued

 Ukuthela Foundry Projects checks material specs with a Spectromax 



Ukuthela Foundry Projects believes that there will always be 
a constant demand for pumps and valves cast in SG iron

our needs. Where necessary it will include practical 
features that fit into our layout. The sand reclamation 
plant, including the shakeout, is all our own design as 
are two of the three continuous mixers that we have.”

“Currently we are putting the finishing touches to 
our own shotblasting machine. This should be in 
operation by the end of the year.”

Ukuthela Foundry Projects employs 24 staff and 
occupies 4 500m² of space and has all the necessary 
testing equipment for quality inspection, including a 
Spectro spectrometer. The company stores about 500 
patterns for clients, all carefully catalogued. Six 
months ago it was issued with its AEL licence.

Large stock holding of customer castings
Ukuthela Foundry Projects must be one the very 

few foundries that does not operate under the ‘order 
first then we will produce’ system. Such is its healthy 
relationship with its clients Ukuthela Foundry Projects 
keeps a large stockholding of its clients most ordered 
castings.

“We offer them an off-the-shelf service and they 
appreciate the fact that they don’t have to wait weeks 
to get their castings after they have ordered them. If 
there is any downtime on the pouring line we make 
sure that we pour castings to replenish the stocks that 
we hold for clients.”

“But we are not completely rigid. Such is our 
flexibility we can accommodate urgent or last minute 
orders.”

“Ukuthela is a Zulu word and it means to pour, 
which is essentially what a foundry is all about - 
pouring molten metal.”

For further details contact Ukuthela Foundry 
Projects on TEL: 012 719 8860

The core shop

Ukuthela Foundry Projects is in the process of putting the finishing  
touches to their owner designed and built shotblasting machine
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JSE-listed Insimbi Industrial Holdings has announced that it 
is acquiring another scrap metal recycler, this time Group 
Wreck International, for R120 million. In 2016 Insimbi 

acquired Amalgamated Metals Recycling (Pty) Ltd for R284 
million.

The transaction will become effective once all the 
suspensive conditions to the offer have been met. It is 
expected that the ruling by the Competition Commission as 
may be required may be the final condition to be met. All 
things being equal, it is expected that the effective date will 
be on or about 31 October 2018, assuming the timely 
submission of the necessary application.

Key suspensive conditions to the proposed transaction 
include amongst others the finalisation of the relevant 
transaction agreements, funding arrangements, employment 
agreements with key executives, appropriate immovable 

property rental agreements, as well as the necessary 
regulatory approvals as may be required (e.g. Competition 
Commission).

It is also a suspensive condition to the finalisation of the 
proposed transaction that no material adverse change would 
have occurred with regard the business of Group Wreck as at 
the effective date.

“Insimbi needs to grow by acquiring businesses that 
complement the existing Insimbi businesses and are accretive 
to earnings,” said Insimbi CEO Fred Botha.

He added that the acquisition allows for efficiencies and 
synergies between the two companies, including geographic 
expansion, raw material access for beneficiation and cost 
savings.

The business of Group Wreck
Group Wreck is involved in the sourcing, trading and 

purchasing of scrap, non-ferrous metals in KwaZulu-Natal, 
South Africa. In the five years since it was established, Group 
Wreck has experienced significant growth and is now one of 
the largest metal recycling operations in Durban. The business 
operates from two premises, in Queensmead and Phoenix and 
are highly mechanised with state of the art equipment and a 
fleet of trucks geared to handling large volumes efficiently. 
The business strives to supply local end users wherever 
possible, and excess material is exported through the 
company’s own shipping department, which deals directly with 
end users in China, Korea and the rest of the world.

Rationale for the transaction
The rationale for the transaction is to expand the 

geographic reach of ISB’s ferrous and non-ferrous business, 
expand its client base, and enhance its access to raw material 
for purposes of beneficiation, as well as access to an 
experienced management team and its international trading 
network.

Name change
In July 2018 shareholders were informed that the 

company name change had been approved at the AGM. The 
name would therefore change from Insimbi Refractory and 
Alloy Supplies Limited to Insimbi Industrial Holdings Limited.

Diversification and growth
“As the Insimbi group continues to diversify and follow the 

multi-dimensional growth of the past few years, it has elected 
to rebrand to Insimbi Industrial Holdings Limited to fully 
embrace and reflect the new vision and direction of the 
company,” the company statement said. 

For more information contact Insimbi Group of Companies 
on TEL: 011 902 6930 or visit the website  
www.insimbi-iras.co.za

Insimbi increases stake  
in scrap metal recycling industry with the  

acquisition of Group Wreck for R120 million
The company has also changed its name to  

Insimbi Industrial Holdings Limited.
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Like most industries in South Africa 
the foundry industry has suffered 
due to the influx of cheap imports 

from countries such as China. South 
Africa is not unique to this problem 
though. However, unlike most first world 
countries South Africa has not addressed 
the threat to its manufacturing base 
despite the government claiming that it 
had put in place localisation rules, which 
are largely ignored for very obvious 
reasons to most of us. Hate him or love 
him, Donald Trump’s policy of USA first is 
having the desired effect on the US 
economy and is accelerating growth for 
all of its industries and services. Many 
companies had already begun a 
re-shoring policy before Trump was 
elected as they were fed up with 
competing on a playing field that was not 
level. But more importantly they realised 
that cheap imports were having a serious 
detrimental effect on the manufacturing 
base in the US and time and again important issues such as 
quality and delivery schedules were not being met.

“MIS Engineering t/a Mitak has been manufacturing wear 
resistant castings for pumping, crushing, grinding and 
materials handling processes used in mining operations and 
the power generation, dredging and construction industries 
since its inception in 1973. Its scope of cast components that 
are used in the toughest operating conditions encompasses 
the full range of high chrome white iron alloys, and most with 
hardness in excess of 600 BHN,” explained Mitak’s Business 
Development Director Graham Anderson.

“The company has now decided to tackle the imported 
cast mill liners and ore handling chute market head-on.” 

“Over the years Mitak have developed a great 
understanding of the high chrome white iron alloy range,” 
continued Anderson.

“Products manufactured in high chrome white irons are 
recognised in the mining industry where ore processing 
accounts for a large percentage of the production process. 
They are acknowledged for their hard-wearing, abrasion-
resistant qualities and the material has been proven to be 
ideal for when manufacturing durable mill liners and for 
protecting ore chutes.”

“We manufacture liners for use in wet or dry milling 
applications, as well as for ball, rod and fully autogenous 
grinding mills. Over the past 45 years we have manufactured 
nearly 500 sets of mill liners and, in the process, built up a 
vast reservoir of expertise for a range of comminution and 
materials handling applications, thus enabling the 
development of specialised alloys that meet world-class mill 
liner standards,” said Anderson.

“Our promotion around mill and chute linings is built on a 
separate longer term strategy. We are aiming to build our 
capabilities to meet a need for products that we think the 
local industry has not done a great job on. Cast mill liners 
imported into South African mines, and also to mines 
elsewhere in Africa, have largely taken over the market and 

we want to change that situation,” said Graham Anderson, 
Business Development Director at Mitak.

“Despite the widespread perception that off-shoring 
production is cheaper, local manufacturers, and the mines in 
our case, can be more competitive by working with domestic 
suppliers. The cost of labour in China is increasing and the 
difference between our costs and Chinese labour costs is not 
as great as it once was.”

“Our products are world-renowned and most of our 
existing production is exported. Despite this we have 
identified an area that we feel we can penetrate. The first 
step in this direction was to exhibit at the Electra Mining 
Africa 2018 exhibition, which was a first for us. We have been 
encouraged by the reception we received.”

“We have had our busiest year ever in terms of order 
intake and we have some very positive growth opportunities in 
just about every one of our markets. We have the capacity 
and it will be up to us to satisfy our existing clientele and the 
anticipated growth that we have projected,” said Anderson.

For further details contact Mitak on TEL: 011 908 1696  
or visit www.mitak.co.za

Mitak targets the imported  
cast mill liner business
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“Starting your own 
business is not easy 
especially when you 

need to seek finance to fund 
capital equipment and working 
capital to get the business 
operational. The biggest problem 
is that most of the banks don’t 
understand what manufacturing 
in the metal environment is all 
about and even less so in the 
foundry industry. Their interest 
wanes even more if you don’t 
have a track record and assets to 
back-up your business plan. 
Owning a house in the township 
wasn’t going to give me much 
collateral to back up my ambition 
to start my own foundry and be 
my own boss,” explained Stanley 
Tshivhase, director and owner of 
Duvha Foundry.

“Almost everywhere I turned I 
met strong financial resistance. 
When seeking advice from the 
South African Institute of Foundrymen I was advised not to 
do it as the timing was wrong, and that I shouldn’t even think 
of starting a new foundry without at least R5 million. The 
SAIF then referred me to the IDC, who couldn’t help and in 
turn they referred me to the dti who were happy to meet with 

me, but also couldn’t help me 
financially.”

“So it wasn’t exactly a 
smooth start. After being rejected 
by a number of banks or being 
offered a sum way below what I 
needed according to my business 
plan, fortunately one bank was 
prepared to listen to me even 
though they had to ask me: 
‘What is a foundry?’ However, 
after a number of meetings they 
were prepared to buy into my 
vision and what I wanted to 
achieve and loaned me less than 
half of what I believed I needed.”

“At about the same time I 
met Richard Child from 
Conbrako, who understood my 
vision and was prepared to give 
me my first order if I got up and 
running. This commitment from 
Richard did help in me securing 

funding and I am very grateful to 
him and Conbrako.”

“They were looking for a South African foundry to cast 
draw gear components that they were already having made in 
China. Competing on price was difficult, but where Duvha 
Foundry could deliver was on vastly improved lead times and 
quality. Once we were up and running they compared our 

castings to the ones that they were 
importing from China and they were 
very impressed. So they started placing 
orders. They were our first customer, 
and they are still our customer today.”

“However, today if I look at how 
much funding money the IDC has 
reportedly approved for entities which 
you are hard pressed to find any 
information on, it astounds me. They 
purportedly finance and facilitate 
projects that are high-impact and 
labour intensive. Additionally, the IDC 
says it supports B-BBEE and is actively 
involved in boosting and promoting 
black-owned and managed business. I 
would have thought I would have 
qualified using this criteria but they 
were not interested.”

“It seems to me that you have to be 
well connected, attend their meetings, 
lunches and parties before you qualify. 
I was not raised in this manor. My 
parents were fruit sellers in the Venda 

The sun is shining on  
Duvha Foundry

Emphasis on hard work, perseverance 
and taking advantage of opportunities is the key to success.



Stanley Tshivhase, director and owner of Duvha Foundry

Duvha Foundry has two bays where it casts. This is a view of the light bay  
where the smaller size castings are cast
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province and they taught me to be hard working, show 
respect and be humble, like I have done with my children.”  

“After leaving school my ambition was set on having a 
career in mining. I was advised by the Technikon 
Witwatersrand (University of Johannesburg) that I was not 
suited and after taking an aptitude test they steered me 
towards studying physical metallurgy rather than extractive 
metallurgy.”

“I spent a few years studying at UJ before moving to The 
Vaal University of Technology (Vaal Triangle Technikon). My 
first commercial position was at Iscor, previously known as 

Union Steel Corporation and now known as ArcelorMittal, in 
Vereeniging as a trainee metallurgist. My position involved 
testing products for quality and performance, heat 
treatment, melting and advising on how processes might be 
improved for more desirable yields. This gave me a very 
good practical beginning to my career in the foundry 
industry.”

“After a few years there I moved on to work for Boart 
Longyear, Independent Foundry and B&K Foundry before 
venturing out on my own. Besides having the hard work 
ethic I also had an entrepreneurial spirit in me.”

The fettling department at Duvha Foundry Castings range in weight from 2.5kg to 1 500kg net weight
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Duvha Foundry
“The company had small beginnings. We 

initially rented a building in the Chamdor 
Industrial area and occupied 800m² with a few 

staff, six to be exact. I had great support from 
Solid State Induction Furnaces who sourced 
a second hand furnace for me and IMP 
Scientific, who supplied me with my first 

Bruker spectrometer. Being a very loyal person 
both of these companies have had good 
support from me subsequently, as we have 

grown, moved to a bigger factory and purchased 
more equipment.”

“It has always been my philosophy to reinvest 
the profits back into the business and this was 

rewarded when we purchased our current factory in 2014. 
We now occupy 5 200m² and from initially only casting 30 to 

40 tons net of castings a month we are now up 
to 120 tons net.”

“When we moved we were able to organise 
our space so that we have two bays, one being 
the heavy bay and the other the light bay. 

Although 60% of our castings emanate from the 
heavy bay the amount of castings produced in the 
light bay far exceeds the heavy bay.”

“The mix of materials that we cast is made up of 
40% SG, 40% the steels, 10% stainless steel and 
the rest cast iron, high chrome and manganese. Our 
staff compliment has also grown exponentially up to 
60, as has our foundry and process equipment.”

“Castings range in weight from 2.5kg to 1 
500kg net weight depending on the casting yield 
and method requirements. Our castings can be 
found in the pump and valve industries, rail, mining, 
power, smelting, heat treatment, cement, pulp and 
paper, chemical and petrochemical industries, as 
well as general engineering machine shops.”

“Some of the castings we have manufactured 
include casings, stuffing boxes, bogie casings, 

Stainless steel makes up about 10% of the metals  
cast at Duvha Foundry

A view of the heavy bay at Duvha Foundry

A pour taking place in the light bay 
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cones, boxes, augurs and many different components for 
valves and pumps.”

“When we moved in 2014 we had these big wide open 
spaces begging to be filled with equipment and castings. 
Besides it was not economical to leave this space 
unoccupied.”

“From one 500 kilogram 300kW furnace we now have 
two two and a half ton 600kW furnaces in the heavy bay 
and added to the light bay was a 600 kilogram 300kW 
furnace, and earlier this year a 150 kilogram 75kW 
furnace. On order is a one ton 350kW furnace that is due 
to be installed in the next couple of months once the civils 
have been completed.”

“Having these six different size furnaces, all controlled 
on different power packs, gives us plenty of flexibility in our 
melting department.”

“We have also added a Bruker Q4 Spectrometer, a fully 
automated 5-ton an hour sand plant with a continuous 
mixer, a Brinnell hardness tester, a shotblasting plant, a 
sand blasting unit, an industrial compressor with air dryer, 
three 5-ton overhead cranes and two 10-ton overhead 
cranes, a top hat heat treatment plant and all the other 
necessary foundry processes such as fettling.”

“Earlier this year we installed an Endeco Omega 
shakeout system and there will be future developments on 
the sand reclamation plant side later this year. There are 
also other developments that are happening later this year 
as well.”

The company is ISO9001:2008 TUV Rheinland 
accredited and is looking at other quality accreditation 
options.

Finding people with the right experience has been 
difficult, but Tshivhase considers staff development part  
of his responsibility as an employer.

Training
“This is an industrial area where we are operating from, 

so you always find guys around this area looking for work. 
None of them will have foundry experience, but if they have 
at least matric, we might take some of them in and train 
them on different foundry activities like moulding, painting, 
closing, melting, fettling and heat treatment. On the quality 
assurance side we only employ staff with the relevant 
qualifications.”

“The training that we afford our staff isn’t limited to being 
taught how to operate equipment and other inhouse training. 
We ensure that they attend the courses and obtain the 
relevant qualifications and certifications that are offered 
through Sassda and the SAIF and the relevant university 
institutions. My guys are very proud of the skills they’ve 
obtained. You take someone who has just matriculated, who 
didn’t know how to do moulding, who didn’t know how to 
melt, or cut a casting, and you train them. And now they 
have the confidence, knowledge and drive. You can see it in 
their eyes, they become assertive and 
proud.”

“We have worked hard to get this far in 
such a relatively short time. We have had 
some luck along the way but it has come 
from our perseverance and taking 
advantage of opportunities. We have won 
orders and got onto the government 
procurement programmes because of our 
Level 1 BB-BEE status but this is about to 
change because we are going to be classified 
Level 8 in future. This is because the emphasis is now on 
our suppliers being judged and they have to attain the 

required level, which most of them are not able to do so.”
In the Venda dialect Duvha means the sun that rises and 

shines. This certainly has been the case for Stanley 
Tshivhase and his company.

For further details contact Duvha Foundry on  
TEL: 011 762 1557 or visit www.duvhafoundry.co.za

Duvha Foundry is working towards achieving SANAS accreditation

Duvha Foundry have recently installed an Endeco Omega shakeout system

Duvha Foundry 
uses a Bruker  

Q4 Tasman 
spectrometer
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Steel Best Group 
puts new life into Zealous

The long-established Springs based aluminium foundry 
operations Zealous Automotive and Zealous Pressure 
Castings have been given a lifeline by the Steel Best 

Group, a company with manufacturing facilities in Port 
Elizabeth, Eastern Cape but with its head office in Pretoria, 
Gauteng. 

Zealous Pressure Castings was established as a zinc die 
casting company in 1970 before changing emphasis to the 
aluminium die casting industry in 1996. Zealous Automotive 
was established in 2003 to service the automotive OEM 
market, supplying finished and sub-assembled components 
direct to automotive assembly lines.

In May 2016 the Zealous companies were put into 

business rescue to facilitate the rehabilitation of the company 
that had become financially distressed. This was despite the 
automotive division having major contracts in place with a 
local OEM.

The Steel Best Group, headed up by Reuben Olifant, 
subsequently showed an interest to become involved with the 
aluminium foundry group and in late 2016 installed a 

management team to implement a business rescue plan that 
had been agreed upon with stakeholders.

“Essentially the companies are still in business rescue and 
the appointed practitioners still have a 14 month contract to 
fulfill,” explained Executive Chairman Reuben Olifant.

“It is nearly two years that we have been involved and 
believe that the successful rescue of the two divisions is now 
achievable. For some time now they have been operating as 
fully functional businesses. We have managed to restore 
confidence with most of the clients, kept on most of the staff 
and more recently invested over R10 million in the necessary 
equipment needed to enhance the quality of the products and 
components that we are producing.”

“Initially one of the main clients that we have a contract 
with - Volkswagen South Africa - was presented with our 
turnaround plan and they accepted what we proposed and 
today we are producing over 450 cam carriers a day for them. 
The cam carriers are for the local EA 111 four-cylinder 1.4-
litre Polo engine and each weigh 2.4 kilograms.”

“Additionally, we are now producing another component 

“We have been successful in stabilising the business on many fronts. 
Both our creditors and clients have been very cooperative and the  

two businesses – Zealous Automotive and Zealous Pressure Casting – 
are now showing good signs of recovery.”  

The previous owners spent over R60 million in a new casting cell just over six years ago. At the time, and still today a state-of-the-art 
aluminium die casting and machining cell. The core of the die casting cell is the fully automated Buhler Carat 140L compact  

two-platen hydraulic locking die casting system
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for Volkswagen South Africa, also for the 1.4-litre 
Polo.”

“They have shown confidence in us, as has one of 
the major shareholders, the IDC. They have a 49% 
stake in the business which in time will be withdrawn 
as the company gets onto a secure footing.”

“This is happening faster than we thought initially 
and is one of the reasons that we are now making 
sizeable investments into our systems and equipment.”

“Most of the other clients are still on board and 
some of those that had withdrawn their business are 
now close to signing up with us again. One of them 
supplies product to most of the automotive OEMs in 
South Africa. This client is also keen for us to develop 
the manufacturing of other components that were not 
produced previously at the company.”

“More importantly we have been successful in 
securing non-automotive contracts from clients in the 
lighting industry. Here we are casting various lighting 
components and housings.” 

“Clyde Erasmus, our COO, and Poena Fourie, our 
Plant Manager, who were both based at our 
manufacturing plant in Port Elizabeth have spent many 
hours at the Springs plant over the last two years. 
Poena will soon be based there full time and he has 
been tasked with increasing the 60 to 65 tons a month 
output that we are currently achieving.”

Metal is supplied to the  
Buhler from a two ton  

Striko dosing furnace
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Casting cell
Poena Fourie explains: “Much of the equipment that is 

here in the foundry departments and CNC machine shop is in 
good condition. There was some maintenance and repairs 
that needed to be done. The previous owners spent over R60 
million in a new casting cell just over six years ago. At the 
time, and still today a state-of-the-art aluminium die casting 
and machining cell.”

“The core of the die casting cell is the fully automated 
Buhler Carat 140L compact two-platen hydraulic locking die 
casting system.”

“The machine is the first of its kind in South Africa. The 

squeeze pin technology incorporated allows us to cast the two 
centre journals solid, something that has never been done 
before locally and, is essential to the integrity of the casting,” 
continued Fourie. 

“Metal is supplied to the Buhler from a two ton Striko 
dosing furnace. Depending on the downtime of the machine a 
number of trial pre-shot operations are carried out until both 
the die and metal are at the correct temperature. This is done 
to eliminate any stress and porosity defects before the next 
operation. Throughout we have these checks so as to halt 
unnecessary operations being carried out on scrap castings 
further down the line. We refer to this as process security,” 

A Tongtai Topper TMV-850A vertical machining center, which machines out the solid cast centre journals

Steel Best Automotive has recently invested in a Zeiss Axio Scope A1 microscope, which will give the company the ability to have an image 
analysis to measure the grain size of the cast specimens



castings sa   vol 19 no 3   October 2018   23

explained Fourie.
“The casting cell is ‘virtually’ controlled by a centrally 

located ABB robot which extracts the component from the 
Buhler before pausing in front of a set of sensors that check for 
the completeness of the casting. The robot then moves the 
casting to a quench tank followed by a positioning on the cut-off 
saw for removing of the runners and overflow. It then moves the 
casting to a Jendamark flatness jig that checks for flatness and 
that there are no broken cores or distortion.”

“At the same station a Borries marking system is inscribing 
a dot matrix which includes such information as part number, 
date and time as well as a consecutive unique consequential 
number. This ensures traceability throughout the manufacturing 
process and the component’s life.”

“Assuming there is process stability the casting is then 
moved to the Technopress clipping press which clips any excess 
flash and trims the cored holes. From there it is placed on an 
automatic inlet conveyor. All these operations are carried out by 
the same ABB robot.”

“The casting is then removed from the inlet conveyor by 
another robot which first rotates the casting before placing it in 
a Tongtai Topper TMV-850A vertical machining center, which 
machines out the solid cast centre journals.”

“Once this operation is completed the robot removes the 
casting from the Tongtai and transfers it to an outlet conveyor. 
Here the first human visual inspection takes place for visual 
defects like cold flow, flaking, and porosity in the centre 
journals before the casting is placed on an automatic work in 
progress conveyor system that holds 2 400 castings or 
approximately two and half days production.”

“Before visual inspection takes place one in 10 castings 
undergo a complete x-ray inspection using 17 different 
orientations.”

New equipment
“Aluminium cast alloys are common materials used to 

fabricate engineering components for the transportation 
industries, especially the automotive, due to the easiness of 
their shaping by means of casting processes and the intrinsic 
reduction of weight of structural components that their 
employment involves. The design of structural components  
with lower weight and enhanced mechanical performances  
are pushing the automotive industry towards the employment  
of a greater amount of light metals. We have purchased a  
Zeiss Axio Scope A1 microscope, which will give us the ability  
to have an image analysis to measure the grain size of the  

cast specimens.”
“We have also invested in a Zeiss DuraMax, a compact  

3D measuring machine that is equipped with the VAST XXT 
scanning sensor. The DuraMax is used to capture contours  
and free-form surfaces of each casting.”

“We have been successful in stabilising the business on 
many fronts. Both our creditors and clients have been very 
cooperative and the two businesses - Zealous Automotive  
and Zealous Pressure Casting - are now showing good signs  
of recovery,” concluded Olifant.

For further details contact Best Steel Automotive and 
Pressure Die Casting on TEL: 011 813 1130 or  
www.steelbestgroup.co.za  

Steel Best Automotive have also invested in a Zeiss DuraMax, a 
compact 3D measuring machine that is equipped with the VAST 
XXT scanning sensor. The DuraMax is used to capture contours  

and free-form surfaces of each casting
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On 10 May 2013 the Minister of Economic Development 
(the Minister) issued a Trade Policy Directive to the 
International Trade Administration Commission of South 

Africa (lTAC) in terms of Section 5 of the International Trade 
Administration Act 71 of 2002 (the ITA Act) on the exportation 
of ferrous and non-ferrous waste and scrap metal.

The Directive set out the policy in terms of which ITAC was 
to exercise its powers under the ITA Act in administering the 
exportation of ferrous and non-ferrous waste and scrap metal.

ITAC thereafter issued Export Control Guidelines, which 
give effect to the Directive.

The Directive stated that the policy will be in place for five 
years. It further noted that at the end of this period, it will be 
reviewed to determine whether it should be terminated or 
extended for a limited period, with or without amendment.

Renewal
The Minister is considering renewing the Policy Directive 

for a period of nine months, during which period he intends to 
finalise a review of the Directive, to determine whether it 
should be extended for a limited period, with or without 
amendment, or be replaced with a different measure to give 
effect to the intention behind the policy. The proposed 
renewal would ensure that there is no regulatory gap before a 
final decision is made on the continuation of the Directive, as 
set out above.

This notice is issued for public comment before the 
Minister decides whether to renew the Directive. Stakeholders 
and interested parties are invited to submit representations 
and comments in this regard.

Representations and comments must be submitted to the 
Minister of Economic Development for the attention of Dr 
Molefe Pule, e-mail: Ministry@economic.gov.za. Economic 
Development Department, Private Bag X 149, Pretoria, 0001 
or hand delivered at 77 Meintjies Street, Block A, Utangamiri 
Building, 3rd Floor, Sunnyside, 0132.

Renewal of the policy directive  
on the exportation of ferrous  
and non-ferrous waste and 

scrap metal

Eskom, the South African power utility, has announced 
that it was offering its business customers free electricity 
load profile audits, which would assist businesses to free 

up existing electrical capacity without having to invest in new 
points of supply and/or upgrades in supply.

Eskom said that sufficient capacity enabled customers to 
optimally improve their productivity and expand their 
operations.

The Load Profile Audit and Load Optimisation Solution 
offered by Eskom forms part of a basket of initiatives and 
incentives tailored to support business growth, by efficiently 
increasing production, improving business efficiencies and 
thereby improving job creation and retention to the benefit of 
the national economy.

 Eskom says having a clear understanding of the potential 
positive impact of load optimisation and how it can maximise 
a business’s output requires customers to gather energy use 
intelligence, which for example includes understanding their 
energy needs and their electrical systems and associated 
processes.

Additionally, it is necessary for customers to recognise 
where and when energy is used at any given time, to 
investigate the latest technologies and process developments, 

to analyse how to reduce energy investments costs for 
example with new supply points, to consider how energy use 
patterns can be shifted from peak to off-peak periods, to 
consider how seasonal energy use can be managed, and to 
manage the constraints on the energy system to optimise 
energy use.

Eskom’s Energy Advisors specialise in assisting customers 
to gather intelligence and understand their energy needs. This 
understanding of energy use patterns in a specific operation 
helps to determine how much additional capacity is needed 
and how to restructure or trim current demand to free up 
capacity to grow the operation.

 “Opportunities for load optimisation may include 
establishing a regular maintenance programme, adding and 
managing power factor correction, switching off unnecessary 
equipment or processes during certain times of the day, and 
shifting demand from peak to off-peak time-of-use periods to 
help free up capacity. Eskom’s free load profile audits help to 
improve energy productivity across all sectors of the economy 
in support of business growth,” says Eskom spokesperson 
Khulu Phasiwe.

 For further details e-mail advisoryservice@eskom.co.za  
or call 08600 37566.

Eskom offers free load  
profile audits
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Speaking at the 20th anniversary celebration of the 
Workplace Challenge programme hosted by the dti 
and Productivity South Africa in eMalahleni, 

Mpumalanga, Deputy Director-General of Special Economic 
Zones and Economic Transformation at the dti, Sipho 
Zikode, said the department would support these 
companies.

At the recently concluded 10th BRICS (Brazil, Russia, 
India, China and South Africa) Summit, leaders stood united 
in their cause to secure their spots in the imminent Fourth 
Industrial Revolution.

Preparation for the revolution, also dubbed as the digital 
age or revolution 4.0, dominated discussions among the 
leaders of the bloc at the summit held in Johannesburg.

Zikode said the programme is part of the government’s 
strategy to empower entrepreneurs in order to grow the 
country’s economy.

“As a department, we have witnessed the impact that 
the programme has had on hundreds of companies that we 
have supported through the programme. The productivity, 
profitability and competitiveness of many companies have 
been increased by the programme,” he told those gathered 
at the celebration in Mpumalanga.

The programme is part of government’s strategy to 
achieve economic growth and empowerment of 

entrepreneurs.
“We have seen companies increasing production and 

their competitiveness. This has enabled them to contribute 
to the national government’s objective of job creation,” said 
Zikode at the ceremony hosted at the premises of one of 
the beneficiaries of the programme, Zamani Engineering.

The programme is a two-year government intervention 
implemented amongst South African enterprises to improve 
their productivity and competitiveness, thereby ensuring 
sustainability of jobs.

The department has been offering the programme to 
small, medium and micro enterprises (SMMEs) since 1998. 
More than a 1 300 companies have benefitted from the 
programme.

The programme is an integral part of the Industrial Policy 
Action Plan (IPAP), which is national government’s blueprint 
for the industrialisation of South Africa.

“As a critical component of IPAP, the Workplace 
Challenge programme plays a role in ensuring that we 
increase the industrial base of the country’s economy in 
order to achieve notable growth.”

“The programme goes a long way in decentralising this 
industrialisation in order to include all parts of the country, 
as well broadening the participation of previously 
disadvantaged people,” said Zikode.

Dti pledges support for companies 
implementing Industry 4.0

The Department of Trade and Industry (dti) will over the next few years 
focus on supporting companies that are actively participating 

in the Fourth Industrial Revolution.

A much-loved Johannesburg 
landmark returns to 
business in style, with an 

iconic new addition to the 
Sandton street scene, as The 
Bull Run, the city’s quintessential 
grill house, reopens after three 
months of extensive 
refurbishments.

The Maude Street restaurant 
underwent a R20 million revamp, 
and its reopening coincides with 
the launch of the massive The 
Marc property development on 
the neighbouring stand.

The Bull Run’s reopening 
heralds the return of some of the 
best steaks in Johannesburg, an 
extensive wine list, custom-designed cocktails, and the 
unveiling of a bronze sculpture that captures the spirit of the 

neighbourhood in epic fashion.
The larger-than-life sculpture, 

which measures three metres by 
two metres, depicts a raging bull, 
exemplifying the powerful 
dynamism of the city’s financial 
district, with The Bull Run at its 
very heart, across the road from 
the Johannesburg Stock 
Exchange.

The sculpture is the work of 
sculptor Michael Canadas, of 
White River, Mpumalanga’s The 
Loop Art Foundry, trading as 
BronzeArtAfrica, one of South 
Africa’s most respected art 
foundries. The piece is set to 
become an integral, evocative  

part of the Sandton landscape for international visitors and 
locals alike.

Iconic artwork welcomes diners 
after The Bull Run’s multi-million rand revamp





28   castings sa   vol 19 no 3   October 2018

In a radio interview 
on CapeTalk Max 
Teichmann, owner 

of Heritage Castings, 
has said the project 
to reproduce 
Rondebosch’s 
historic fountain is 
nearing completion. 
The iconic fountain 
was located at the 
intersection of 
Belmont and Main 
roads in 
Rondebosch, Cape 
Town for over a 
century. The 
fountain was also 
the first electric 
lamp post in South 
Africa.

It was destroyed 
after a speeding car 
drove into it during 
the early hours of 
the morning three 
years ago. The 
fountain was very 
badly damaged and 
several pieces of it 
went missing. As a 
result, it could not 
be restored.

Cape Town-
based foundry 
Heritage Castings 
has been 
responsible for the 
project, creating a 
replica of the 
original fountain 
patterns and 
structure.

“We should have 
completed the 
fountain within the 
next five or six 
weeks, ready to 
install. We’ve been 
working on this 
since about May 
2017,” said 
Teichmann.

“The fountain is an art form. It's a piece of art. It will look 
identical.”

Teichmann explained that the time and skills it has taken 
to put the masterpiece together was lengthy. He says 79-year-
old pattern maker, Steve Wood, dedicated 2 000 hours of his 
life to manufacture the patterns to replicate the fountain.

The fountain, 
which was 
manufactured in 
England, was also 
the first electric lamp 
post in South Africa 
and has great 
historical value to the 
people of that area 
and those that 
frequented the road. 
Before automobiles 
took over, the 
fountain was used 
for watering draught 
horses.

Anthony Davies, 
CEO of Groote Schuur 
Community 
Improvement District, 
says the fountain has 
great sentimental 
value for residents.

“The historical 
value of the fountain 
is estimable. It 
saddens us that a 
driver travelling at 
great speed crashed 
in to the monument, 
seriously damaging 
it. It’s so dear to a lot 
of people,” says 
Davies.

In 2011 the 
GRCID together with 
other stakeholders 
spent about R400 
000 in renovating the 
fountain which had 
begun to deteriorate 
and rust.

The fountain was, 
in reality, only an 
ornamental trough 
used for the watering 
of horses, and 
consists of a round 
cast-iron drinking 
bowl supported on 
legs in the form of 
horses hooves. A 
post topped by a 

lantern rises from the centre of the trough. It is a typical piece 
of Victorian ironmongery of its time, and was cast by Walter 
McFarlane & Co, of the Saracen Foundry, in Glasgow. It was 
presented to the community of Rondebosch in 1791 by 
George Moodie, one of its most colourful and probably 
wealthiest residents. It was declared a National Monument 
under the old NMC legislation on 10 April 1964.

Project to reproduce landmark 
Rondebosch fountain almost complete

Rondebosch Fountain, which is of great historical value, before a speeding  
motorist drove into it
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Municipal electricity tariffs  
are hurting the economy

South Africa’s machinery and equipment industries have 
recently come under huge pressure. Falling demand 
after the 2008 financial crisis and rising energy costs 

have harmed the sector. These trends are concerning as the 
sector employs 10% of the country’s total manufacturing 
workforce.

Our research paper analysed the structural factors facing 
the industries and zoomed in on the foundries. This is because 
foundries are a key intermediate segment of the machinery 
and equipment industries value chain. They have been 
hardest hit by rising electricity costs.

Foundries manufacture metal components by pouring 
molten metal into moulds. The components are assembled 
into various high value products including cars, pumps, 
machines, mineral processing and earth handling equipment.

Rising power costs make up 16% of foundry input costs. 
This was before Eskom’s recent 19.9% tariff increase.

Between 2007 and 2016, 100 of South Africa’s 265 
foundries were closed and 6 000 direct jobs were lost (The 
editor questions these figures as they are unqualified). This 
also impacted on jobs and production in downstream 
machinery firms. Some downstream firms turned to importing 
foundry component inputs. Others stopped production and 
imported fully assembled products such as pumps and valves.

There are 165 foundries left in South Africa today down 
from 265 in 2007. Over 80% source their power from 
municipalities. Half of these operate in Ekurhuleni. This is a 
largely industrial metropolitan area bordering Johannesburg in 
the Gauteng province.

South Africa’s State-owned power utility, Eskom, 
distributes 54% of national power to end-users. Around 180 
municipal power departments distribute the remaining 46%.

Municipal tariffs differ widely. Many are much higher than 
the equivalent tariff an Eskom customer pays. A medium sized 
foundry pays 30% more for electricity in Ekurhuleni per 
kilogram of output than a similar foundry sourcing power 

directly from Eskom. A small foundry pays 19% more.
These higher tariffs erode Ekurhuleni foundries’ profits and 

global competitiveness.

What drives municipal power tariff setting?
The municipal finance system lies at the heart of this 

problem. They have to raise their own revenues even though 
central government partly funds them.

One source is through power sales. Ekurhuleni’s power 
sales make up 40% of total revenue compared to the second 
largest source, the 17% in fiscal transfers from national and 
provincial government. This dependency has provided a 
rational but perverse reason for raising municipal tariffs.

The National Energy Regulator of South Africa regulates 
electricity tariffs. They use a published methodology based on 
cost of supply. Municipalities purchase power from Eskom at 
wholesale prices. To this they add the municipal distribution 
infrastructure cost and an allowable profit margin.

Too few municipal power departments have conducted 
independent cost-of-service studies. Many lack the capacity to 
produce accurate power distribution cost data. Some are 
unable to plan and manage infrastructure budgets and 
operating systems. There has also been historical under-
investment in distribution infrastructure. Often inadequate 
funding has been allocated to repairs and maintenance.

Technical support interventions from national government 
have so far failed to address these problems. Performance-
based grants for distribution infrastructure upgrading was 
partly met through the Municipal Infrastructure Grant. But this 
is being reduced in the 2018 budget. The approach to 
distribution asset management programme (ADAM) initiative 
was adopted in 2012. This has failed to reverse the municipal 
distribution infrastructure backlog. And the programme 
appears to be unfunded currently.

The municipal financing system is being reformed but the 
process is slow suggesting that parts of our government 
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system are blind to the damage being inflicted on the 
manufacturing sector by municipal power distribution 
inefficiency.

Possible solutions
Given the slow pace of reform, policymakers should look 

for solutions elsewhere. First, the search must focus on 
ensuring municipal tariffs are cost reflective, and don’t reward 
poor planning and inefficiency.

This requires the physical and economic state of each 
municipal and Eskom managed electricity distribution 
infrastructure system to be monitored. The electricity tariff 
detail, the respective cost structures, outage performance, 
backlogs and investment plans should be publicly available to 
any consumer. Here, the Department of Water and Sanitation’s 
systems could be emulated. They run publicly accessible 
infrastructure condition monitoring systems. These are for 
water quality Blue Drop and sanitation conditions Green Drop.

Second, municipal infrastructure and maintenance 
investment programs such as ADAM should be better funded. 
And the National Treasury’s budget disciplining conditional 
grant and other policy instruments should be applied to speed 
a move to municipal cost based tariff setting.

Third, another solution could come out of the evolving 
energy market. South Africa’s energy generation surplus is set 
to rise in the next decade. Energy intensive sectors are already 
lobbying for special pricing agreements. Their architecture and 
targets will need careful consideration. The process must 
involve the Department of Trade and Industry, Economic 
Development Department and other industrial policy 
custodians.

Appropriate conditions should also be applied to recipients 
of special pricing agreements. These include conditions of 
passing the benefits of lower electricity prices through to 
downstream labour intensive sectors (such as foundries and 
machinery). It’s equally important that such conditions be 
enforced more robustly than in the past.

Fourth, it may take some time before the realisation of 
some of the structural reforms to the local government 
financing system. Therefore policy custodians involved in 
administering investment incentives should consider 
promoting energy intensive investments only in those 
municipalities with more reliable, sustainable and competitive 
power distribution infrastructure. A specific relocation 
incentive for those firms that are likely to fail due to 
unjustifiably high municipal power costs should also be 
considered.

Finally, new technologies such as distributed generation, 
rooftop PV panels, improved battery storage systems and 
“smart-grids” are already disrupting the structure and cost of 
distribution infrastructure. Their widespread adoption is likely 
to undermine the current system of local government 
financing, dependent as it is on electricity rents, long before 
the current fiscal financing reform timelines have any impact.

This is an opinion piece of Zavareh Rustomjee, a Senior 
Associate at the Centre for Competition, Regulation and 
Economic Development, University of Johannesburg. This 
article and the background paper was co-authored by Lauralyn 
Kaziboni, a researcher at the Centre for Competition, 
Regulation and Economic Development at the University of 
Johannesburg and Ian Steuart, senior economic development 
specialist at CowaterSogema International. 
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The Department of 
Trade and Industry 
(dti) and the motor 

industry are now close to 
finalising the South African 
Automotive Masterplan 
which will come into effect 
in January 2021 and run 
until 2035. This was the 
message given by Lionel 
October, the director-
general of the dti, 
addressing delegates at the 
NAAMSA Automotive 
Conference, which was held 
at the Kyalami Grand Prix 
Circuit and Conference 
Centre.

Lionel October was 
standing in for Dr Rob 
Davies, the Minister of 
Trade and Industry, who 
was unable to attend this 
important event. October, 
who has been DG at the dti 
since 2011, said that the 
dti and the industry were “99% there” in getting agreement 
on the Automotive Masterplan which is due to replace the 

Automotive Production and Development Programme.
He stressed the importance of the automotive industry as 

a player in the South African economy, where it formed half of 
annual manufacturing input.  He said that increasing 
industrialisation through more local content and higher 
production volumes were important components of the 
Masterplan.

“Higher production volumes result in economies of scale 
and improve an industry’s competitiveness, which impacts on 
its ability to localise components, with 60% local content 
being a Masterplan target,” explained October. 

“It is therefore very important that we hit the point where 
we are producing more than a million vehicles a year in South 
Africa, rather than the current level of about 600 000.”

He said another key component of the Masterplan was to 
speed up transformation of the industry with special focus on 
creating viable black-owned companies in the supply chain as 
well as the promotion of skilled black employees in the ranks 
of senior management at major manufacturers, with a score 
of 4 on the manufacturers’ scoreboard for Broad-based Black 
Economic Empowerment (BB-BEE) being the target.

Local empowerment in companies operating in South 
Africa is a major pillar of BBBEE. So, last year the “Big 7” in 
the South African vehicle manufacturing industry proposed 
creating a transformation empowerment capital fund of R3.5-
billion over a 10-year period as the equity equivalent of having 
empowerment shareholders in the wholly-owned subsidiaries 
of multinational companies. The fund will be used to facilitate 
the entry of black companies and industrialists into all 
aspects of the local automotive value chain including 
component suppliers and dealerships.

If this proposal is given the green light by government then 
the industry should be able to achieve a level 4 on the BB-BEE 
scorecard.

The dti director-general concluded his address by stressing 
the importance of the automotive sector taking all possible 
advantage of continental trade agreements to increase 
exports into Africa.

Automotive Masterplan close to being finalised
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Effective June 2018, the HA group and the Italian 
company F. LLI Mazzon S. p. A. have joined forces. 
The names HA Group and Mazzon are well-known 

throughout the foundry industry, and are synonymous 
with foundry chemical materials. The companies have 
decided to join forces in order to pursue their shared goal 
of providing the best possible customer satisfaction 
across Europe and around the world. The transaction 
represents a significant milestone in the histories of the 
companies.  

Mazzon is based in Schio, in the Italian region of 
Vicenza. Founded 55 years ago, the company has since 
been steadily growing, and has also expanded 
internationally in recent years. In addition to the Italian 
market, the company now serves customers in several 
countries around the world. Mazzon is committed to 
providing cost-optimised products and services tailored 
to its customers’ needs.

Established over 100 years ago and headquartered in 
Düsseldorf, the HA Group is a leading global supplier of 
foundry chemical products. With almost 2 000 employees 
in over 30 countries they develop and produce foundry 
chemical solutions for all established core and mould-
making processes for customers worldwide.

In Italy, the HA Group is represented by Satef HA, 
based in Vicenza, where the production of resins, 
coatings, refractory products and the storage of trading 
products is situated.

“For Satef HA the transaction with Mazzon means an 
important step in enforcing our footprint in the Italian 
market,” says Andrea Todeschini, Managing Director of 
Satef HA. 

“It enables us to further enhance our service and to 
offer a full range of chemical products to our foundry 
customers.”

Amedeo Mazzon, CEO of Mazzon, adds: “We are 
proud to become part of the HA family. This gives us the 
opportunity to continue our success story as part of the 
leading international foundry chemicals group.”

In combination with Mazzon, the HA Group offers a 
comprehensive product range in the field of foundry 
chemistry to meet customers’ specific requirements – organic 
binder systems for all coremaking processes, inorganic binder 
systems, coatings, feeder technology, additives, metallurgical 
products, resin-coated sands, special sands and a wide range 
of auxiliary materials.

In addition to this update HA Group has also renamed 
group company Eurokern Gießereitechnik GmbH to Chemex 
Foundry Solutions GmbH. Also, the former Chemex GmbH is 
now part of the new Chemex Foundry Solutions GmbH.

“With this merger the HA Group aims at strengthening  
its brand presence and simplifying its structures,” says  
Martin Lauter, Managing Director of Chemex Foundry 
Solutions GmbH. 

“Apart from the change of name, the steps taken have  
no impact on our existing business relationships. Our 
co-operation with customers and suppliers will continue  
as before. Contact persons, policies and procedures will 
remain unchanged.”

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

international news

HA Group and  
F. LLI Mazzon S. p. A. join forces

Two of the foundry chemical industry’s well-known  
companies are combining their strengths. 
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Melbourne-based startup, Titomic, has revealed what 
they claim is the world’s largest 3D metal printer in 
Australia’s southern coastal city. The 3D printer will 

be used with titanium 
to produce items such 
as bike frames, golf 
clubs, and ship hulls. 

However, rather 
than using melted 
titanium through a 
spray as most 3D 
printers would, the 
technology will use 
kinetic fusion to create 
the layers. Powder 
particles of titanium 
will be thrown together 
at speeds of 
approximately 1km per 
second, with particles 
hitting each other at 
such force that they 
solidify together.

If functional, kinetic 
fusion printing would 
be more time efficient 
than traditional additive 
manufacturing, whilst 
also being able to print 
products on larger 
scales.

“However, the 
printer is yet to be 
proven effective,” 
Director of RMIT 
University’s Centre for 
Additive Manufacturing, 
Professor Milan Brant, 
explains.

“There are lots of 
challenges. If you’re 
talking about structural 
applications, there has 
to be significant work 
done to prove this 
technology is capable 
of delivering the same 
performance as 
conventionally 
machined product,” 
Brant notes.

“What happens 
between individual 
layers? Do you get  
good enough bonding – 
are the parts 100 per 
cent dense? That will 
affect components 

subject to fatigue.”
“The physics of it are still not quite clear, to be honest,” 

he adds.

World’s largest 3D metal printer 
unveiled in Melbourne, Australia
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US scrap metal exports to China are slumping as an 
escalating trade dispute between the world’s two largest 
economies weakens demand, according to a Beijing-

based trade body.
The China Non-Ferrous Metals Industry Association said 

that steep tariffs imposed this year have made it “no longer 
feasible” to import scrap aluminium from the United States.

Antaike, the association’s research division, projected that 
Chinese imports of scrap aluminium are set to drop by about 
24 per cent, or 150 000 tons, this year. Last year, the US 
exported almost 620 000 tons to China.

With the trade war between Beijing and Washington 
escalating, US scrap exporters will likely feel the pinch of a 25 
per cent duty China has imposed on copper and aluminium 
waste.

Levies on US scrap metal, waste paper, and plastics 
arriving in China began on August 23 after China announced 
new tariffs on $16 billion of US goods earlier in August 2018. 
Aluminium scrap was hit with tariffs in April 2018.

During the first quarter of this year, around 44 000 tons 
per month of copper scrap were exported from the United 

States to China, according to reporting from Reuters. Reuters 
also reported that Chinese importers have been scrambling to 
resell shipments of US copper scrap on their way to China, 
and that they will have to offer discounts to get the unwanted 
cargo off their hands.

Sims Metal Management and Nucor Corp’s scrap 
subsidiary are major exporters of US scrap to China. Last year, 
the US sold $6 billion of scrap to China. Copper scrap exports 
in 2017 amounted to over a half a million tons worth $1.8 
billion.

Beijing had already imposed restrictions on waste imports 
last year, as China attempts to source more recycling material 
domestically. China’s scrap metal imports decreased by a 
third in the first half of 2018, according to Reuters, and 
imported waste plastic dropped to almost zero this year.

Some Chinese importers may reluctantly end up paying 
the 25 per cent tariff, in an attempt to mitigate the risk of 
transshipment. That’s what happened to a shipment of 
soybeans stranded off the Chinese coast near the port of 
Dalian for a month recently. Importers finally took delivery  
of the commodities and paid the duties.

US exports of scrap metal to  
China hit by trade war

SinterCast AB has reported that its licensees output of 
compacted graphite iron continued to increase during 
April 2018 to an all-time monthly high annual rate of 

140 000 metric tons (i.e., 2.7 million 50-kg “engine 
equivalents”.) This is the second consecutive monthly record 
for SinterCast CGI series production, and indicates a four-
month annualised production rate of 2.6 million engine 
equivalents - 130 000 metric tons - for 2018, a 30% year-on-
year increase.

Also during April, SinterCast reported shipments of its 
sampling cups also increased to a record 29 400 units, a 61% 
increase in year-to-date shipments.

Stockholm-based SinterCast supplies process control 
technology for producing CGI, a grade of cast iron that has 
greater tensile strength, stiffness, and fatigue strength than 
grey iron or aluminium. CGI is mainly used by diesel and gas 
engine manufacturers seeking to reduce weight, noise and 
emissions for their designs.

“With the start of production of a handful of new 
programmes in 2018, plus the recovery of some key high-
volume programmes, our production has increased by 
approximately 25% and established a ‘new normal’ for our 
series production baseline. The increased production puts us 
solidly on track to return to double-digit series production 
growth this year, while the planned roll-out of new SinterCast-
CGI programmes reaffirms our confidence for a positive 
outlook well beyond 2018,” according to president and CEO 
Dr. Steve Dawson.

SinterCast also supplies tracking technologies for foundry 
operations, and reported that in May the Scania foundry at 

Södertälje, Sweden, ordered an installation of the SinterCast 
Cast Tracker™, following a successful trial of that technology 
late last year. The process follows the progress of moulds in a 
foundry from sand filling through to core setting, with five 
different measurement positions to trace mould production 
and to correlate sand properties to the mould identification.

The Scania installation will be finalised during Q3 2018, 
for moulds for grey iron and CGI castings. Discussions are 
ongoing with Scania to expand the system to trace core 
production, too, SinterCast noted.

CGI output still growing  
at record pace – SinterCast



The Competition Commission has approved the 
proposed merger, without conditions, whereby Weir 
Group PLC intends to acquire Esco Corporation 

(Esco).
Weir is a global group that produces machinery and 

equipment for various industries such as mining, oil and 
gas, power generation and industrial sectors. In South 
Africa, the Group’s activities include the manufacturing 
and supply of mill circuit equipment and spares, pump 
equipment and spares, hose and automotive products. 
Weir also imports and supplies comminution (or crushing) 
equipment and comminution (or crushing) spares 
including crusher wear parts. Weir’s comminution 
equipment includes a range of cone, impact and jaw 
crushers that are used in the different levels of the 
mineral production process.

Esco is primarily involved in the manufacturing and 
supply of mining ground engaging tools systems, dragline 
chain and rigging, mining buckets, crushing liners 
(crusher wear parts), miscellaneous cast wear solutions, 
blades products and construction attachments. Esco  

also manufactures and supplies non-branded or 
aftermarket crusher wear parts for over 150 different 
brands, including Weir crushers. However, Esco has 
never supplied parts for use in Weir crushers in South 
Africa.

The Commission found that the proposed transaction 
is unlikely to result in substantial lessening or prevention 
of competition in any market. In addition, the proposed 
transaction is to raise any public interest issues.

Esco is a global business with 10 manufacturing 
facilities, six foundries and 22 service and supply centres 
in 19 countries around the world, with its core strength 
in North America, representing 52% of its revenue. This 
compares with Weir’s approximately 100 service centres 
delivering a presence close to every major mine site in 
the world. Operating in more than 42 countries covering 
all key regions, just 22% of Weir Minerals revenue comes 
from North America.

For nearly 50 years, Esco maintained a licence with 
Scaw SA for the manufacture and sale of select Esco 
products in South Africa, Namibia and Botswana. 

Weir completes US$1 285 million 
acquisition of Esco Corporation 
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Aluminium recycling is gaining in importance as a source 
of raw materials. Today, aluminium scrap is already one 
of the most economically valuable secondary raw 

materials. Around 20 per cent of the world’s aluminium 
requirements are covered by post-consumer scrap. 

Its significance is increasing in a time of shrinking raw 
material reserves and scarce, and above all expensive, 
energy. Recycled aluminium is produced in the form of cast 
and wrought alloys. There are no qualitative differences 
between alloys made from the primary metal and those made 
from recycled aluminium. 

Important raw material source
Scrap supply is the bottleneck for the aluminium material 

cycle, since aluminium is used mostly in products with long 
service lives, e.g. in construction applications like windows or 
in cars. Windows can have a service life of well over 50 years. 
That makes it necessary to wait a long time before the scrap 
can be recycled. Not least for this reason, about 75 per cent 
of all aluminium ever produced is still in use, meaning it’s not 
yet available for recycling.

Long before the need for sustainable development 
became a widely discussed topic, the global aluminium 
industry had already been running its material through a 
largely closed-loop cycle of metal production, processing, use 
and recovery. Product-related material cycles from production 
to processing and use to recovery of the metal are already 
largely closed today - depending on the application market. 
This has always been true for long-lived applications in cars 
and buildings - with recycling rates of about 95 per cent - and 
now for relatively short-lived product applications in 
packaging. Recycling rates of more than 80 per cent have 
been reached in this segment in Germany, and recycling rates 

continue to rise in the EU area, as 
well.

The aluminium industry is by no 
means resting on its laurels; instead, 
it continues to work on filling existing 
gaps in the circular economy. In order 
to recycle the raw material even more 
intensively in Germany, German 
aluminium companies are investing in 
the expansion of their recycling 
capacities, drawing on ultra-modern 
plant engineering technology. 

Post-consumer scrap covers 20 per 
cent of aluminium demand

According to estimates by the 
International Aluminium Institute, 
about 17 million tons of post-
consumer scrap accumulated 
worldwide in 2016. This volume will 
increase to about 21 million tons in 
2020, representing a share of more 
than one third of today’s global 
production of primary aluminium. 
Today, about 20 per cent of 

aluminium demand is covered by old scrap - i.e. metal from 
products that have served their purpose. Another source of 
raw materials besides old scrap is new scrap. New scrap 
refers to, for example, waste generated in the production of 
semi-finished goods, sprues from casting foundries, or 
shavings from the mechanical processing of semi-finished 
goods and other products. Initially, increasing aluminium 
demand leads to higher demand for semi-finished goods, 
which results in a higher volume of scrap unless process 
optimisation steps can be implemented to reduce the amount 
of accrued scrap. This is done to the extent possible, in part 
because it’s economically beneficial to companies: More 
scrap means less product and thus less efficient production.

Aluminium scrap is among the most economically 
valuable secondary raw materials. Recovering and recycling it 
conserves resources and makes an important contribution to 
limiting the rise of greenhouse gases. For that reason alone, 
using existing scrap is in the aluminium industry’s very own 
interest. The goal therefore must be to keep end-of-life 
aluminium products - whether they’re from construction, 
transport or packaging - in the reusable material cycle by 
leveraging appropriate collection systems, including end-of-
life vehicle recycling, proper upgrading and dismantling, and 
deposit systems and/or recycling bins. 

Thanks in particular to the lightweight construction 
megatrend, more and more aluminium is demanded and 
processed into a wide range of products. Once these are used 
up, they must be kept in the economic cycle as a valuable 
resource. The pool of aluminium scrap will grow exponentially, 
toughening the requirements for processing and sorting, on 
the one hand, and the metal trade as the link between the 
collection and melting down of old scrap, in particular, on the 
other.

Aluminium scrap is  
becoming more and more valuable
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Sector needs $8 billion investment to support Make in 
India initiative: IIF official.
Indian foundries have to produce 25 million tons to 30 

million tons of castings a year in the next 10 years to 
support the Make in India initiative. Last year, the Indian 
foundry industry produced 11.35 million tons of cast 
components in ferrous and non-ferrous categories. This 
year, it expected a 10% growth over the last fiscal.

“This can be achieved by creating additional capacity 
and improving productivity,” said Sanjay Shroff, vice 
president, The Institute of Indian Foundrymen (IIF). 
“Besides, the Indian foundries have to increase the scale  
of operations, mechanisation, monitoring and controls.”

Investing in technology
He urged Indian foundries to invest in technology and 

processes, quality assurance, value addition, cost 
competitiveness, recycling, waste reduction and skilling  
of the workforce to achieve the set goal. Mentioning that 
existing manufacturers and multinational companies,  

which were planning to make India a manufacturing base 
for their global operations, would go in for major capacity 
expansion. 

“Foundries will need to invest $6 billion to $8 billion to 
create growth opportunities,” he said.

There are 4 500 foundries in India, largely in the MSME 
sector, in various foundry clusters. At the current production 
rates, the foundry sector’s annual turnover is $18 billion to 
$19 billion. This, however, constitutes only 10% of the 
global production in terms of weight.

During 2017-18, the foundry sector exported castings 
worth $2.7 billion against $2.3 billion in the previous period 
and it did not want to increase exports further as it wanted 
to meet the huge domestic demand.

IIF was also evaluating the prospects for setting up sand 
reclamation centres at Belagavi, Kolhapur and Coimbatore.

While urging customers to address genuine price 
adjustments, Mr. Shroff said only then foundries could 
survive, make reasonable profits and supply quality 
products without any compromise.

Indian foundries 
must raise castings  
output
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In recent years, the casting industry in Europe has 
experienced notable changes in the search for a good 
positioning in order to face present and future challenges. 

These changes range from the increase in automation and 
the collection and management of a huge amount of process 
data (Industry 4.0), additive manufacturing, through to the 
permanent improvement of costs and competitiveness in 
order to maintain its leadership over other regions with cheap 
labour.

With this in mind the Vesuvius Group and specifically 
Foseco, its foundry division, has undertaken an ambitious 
programme to improve its research and development centres 
and to concentrate its production requirements in order to 
take advantage of economies of scale and to maximise 
efficiency.

This programme began with the opening of its R & D 
centre in Enschede (Holland) at the end of 2014 and the 
remodeling and expansion of existing R & D centres in 
Borken (Germany) and Pitsburg (USA).

The second phase of this programme is the optimisation 
of the production centres, which involves the concentration 
of production in the largest and most efficient plants, in 
order to focus all technical and economic efforts, both in 
investments and specialised personnel. This will allow, not 
only containing the production costs, but above all to reach 

even higher levels of quality, reliability and consistency of the 
products.

The Foseco General Management is aware that in the 
next few years the company will not be manufacturing the 
same products as it currently does. As a result of 
investments and the effort of R & D centres, the launch of 
new products to the more complex market is expected, 
whose serial production will require greater specialisation 
and more automated and controlled production means. In 
short, Foseco is preparing to enter fully into Industry 4.0.

This ambitious programme contemplates that the 
European wet process production of sleeves and lining for 
steel ladles will be concentrated in the Borken plant 
(Germany) and that the European production of resins and 
paint coatings will be concentrated in the plants of Hengelo 
(Holland) and Igorre (Spain), significantly boosting these 
productive centres.

The company expresses the conviction that this is the 
way forward to maintain the leadership in the supply of 
products and services to the Foundry industry and, what is 
more important, to contribute to the increase of the 
competitiveness of its customers to face successfully the 
challenges of the sector.

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

Foseco continues with its plan  
to modernise and improve competitiveness

Foundry suppliers, an important part of this industry’s value chain, 
do not remain oblivious to the evolution of Industry 4.0. 

Vietnam has tightened control over the imports of 
scrap such as plastic, paper, and metals. With China 
banning imports of various types of scrap metal and 

waste products, imports into Vietnam have increased 
rapidly since 2017. Going forward, the Vietnamese 
government will only issue import licences if the importers 
can prove that their shipments meet the environmental 
standards and they have a demand and capacity to process 
the scrap as raw materials for their production activities.       

For decades, China was one of the largest importers of 
waste and scrap materials. However, in the last few years, 
it has restricted imports on various types of waste and 
scrap material to reduce pollution. This has led to 
shipments being diverted to countries such as Vietnam and 
Malaysia, causing congestion at major ports.

In 2017, the total volume of scrap imported in Vietnam 
including iron, steel, plastics, and paper was twice that of 
2016. Plastic scrap import during the first five months of 
2018 is almost double compared to the total volume of 

imports in 2017. The rapid growth in imports has led  
to congestion in all the major ports in Vietnam, with  
around 6 000 containers stuck in Cat Lai Port and Hai 
Phong Port.

Apart from port congestion and environmental 
concerns, the major reasons for restricting imports and 
increasing inspections include the growing use of false 
permits, mislabeling of imports, and illegal imports.

The Vietnam Steel Association (VSA) has requested the 
government to allow steel producers to import 1.9 million 
tons of scrap for their industry annually. In addition, they 
have also proposed to extend licences of existing importers 
if they meet the environmental standards.

The association has highlighted the fact that steel 
produced from steel and iron scrap is an environmentally 
friendly process and produces only a fifth of the emissions 
compared to iron ore. Furthermore, as the domestic supply 
of metal scrap only meets 40 per cent of the industry 
demand, imports are a major source for steel producers.

Vietnam to restrict surging  
scrap imports
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Metso is investing in the development 
of its foundry capacity in Vadodara, 
India. The initial investment includes 

the acquisition of the property and foundry 
assets of a privately owned foundry 
company, Mega Cast. Metso expects to 
invest a total of approximately EUR 25 
million to purchase the assets and to 
develop the foundry by 2020. With this 
investment Metso is responding to the 
global market demand by increasing 
production capabilities in cast wear parts for the aggregates 
and mining industries.

“This investment fully aligns with our profitable growth 
strategy. It further expands our global manufacturing footprint 
in foundry products, improving our operational capabilities 
and allowing us to meet our customers' growing needs both in 
terms of availability as well as reduced lead times,” says Sami 
Takaluoma, President, Minerals Consumables business area 
at Metso. 

“We are continuously investigating new ways to develop 
our supply capabilities through our own manufacturing 

facilities as well as through our supplier 
network.”

The foundry development will begin as 
soon as the acquisition of the foundry 
assets has been completed. The first 
product deliveries from the Vadodara 
foundry are expected by the end of 2019 
and the production will ramp up quickly in 
2020. The new foundry will be built to follow 
Metso's sustainability and quality principles.

Metso is a world-leading industrial 
company offering equipment and services for the sustainable 
processing and flow of natural resources in the mining, 
aggregates, recycling and process industries. With the 
company’s unique knowledge and innovative solutions, it will 
help its customers improve their operational efficiency, reduce 
risks and increase profitability. Metso is listed on the Nasdaq 
Helsinki in Finland and had sales of about EUR 2.7 billion in 
2017. Metso employs over 12 000 people in more than 50 
countries. 

For more information visit the website: metso.com or 
twitter.com/metsogroup

Metso to increase its foundry capacity 
in India to meet the growing global demand for cast 

wear parts for mining and aggregate industries
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product review

With the latest release of Magmasoft 5.4 Magma 
presents a comprehensive toolbox of new capabilities 
for the optimisation of casting designs, tooling 

layouts and robust production processes.
By integrating the Magma Approach and the possibilities 

of autonomous engineering into the software, the user can 
now fully utilise virtual experiments to ensure sound decision-
making and effective root cause analysis. By specifying 
quantitative objectives and the critical production variables in 
the software, the simultaneous optimisation of casting 

designs, tooling layouts and robust process design throughout 
the entire development process can be easily achieved. For 
this purpose, comprehensive enhancements have been 
integrated into the new release, which make autonomous 
engineering with the simulation software even more efficient.

New solver for high pressure die casting
A major advancement in the new version is the extensive 

support of the development for the component, the tooling 
and the process setup of high pressure die casting. With the 

innovative TAG-meshing (True Adaptive 
Geometry), Magmasoft 5.4 offers new 
possibilities for the flexible, local 
meshing of the geometry. A new 
algorithm for the filling process in high 
pressure die casting considers the 
special requirements of the process on 
the description of the free surface of 
the melt, the metal viscosity, and the 
prediction of air entrapment for 
improved result quality. 

Simulation of the spraying process
Based on the level of detail 

required to achieve a given objective, 
Magmasoft 5.4 offers various 
capabilities for optimising the spraying 
process in both die casting tooling and 
process development, a classical 
approach with uniform heat extraction 
from the cavity in early-stage product 
optimisation, an extended approach 
with user-defined static or movable 
spray areas, or even the realistic 
consideration of the spray head with 
individual circuits, nozzle positions, and 
programming of the head movement.

This enables an even more precise 
evaluation of the influence of spraying 
on the thermal balance in the tooling, 
the distortion of casting and die 
components, or local die lifetime.

Casting optimisation beyond high 
pressure die casting

In addition to the comprehensive 
toolbox for high pressure die casting, 
Magmasoft 5.4 offers numerous other 
new capabilities for casting 
optimisation and process validation.

These include: The prediction of 
binder decomposition and core gases; 
segregation and porosity under risers; 
extended aluminium microstructure 
prediction; effective software operation 
and multitasking design optimisation.

For further details contact  
Ametex on 083 306 1867 or  
visit www.ametex.co.za

Magma optimises autonomous engineering 
with release of Magmasoft 5.4

Prediction of ejection forces and contact 
pressures in the casting

Prediction of flow and heat transfer for cooling 
channels and contour cooling inserts

Support of the complete process chain for distortion-optimised castings

 Magmasoft calculates the impact of gas generated during binder degradation (left)  
and predicts the risk of casting defects due to gases (right)
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Metallography is 
the science of 
revealing and 

evaluating the internal 
structures of materials. 
It is one of the most 
important methods of 
materials research 
today, indispensable to 
the scientist as well as 
to the engineer.

More recently, 
advanced materials 
such as high tech 
metal alloys, ceramics, 
composites and 
polymers have 
appeared which made 
metallography become 
an increasingly vital 
part of modern 
industry.

Optical emission 
spectrometry (OES) and X-Ray fluorescence are the most 
commonly used techniques for the analysis of metals and 
solid samples. Through a process of cutting, mounting, 
grinding and polishing, a smooth surface is obtained to 
reach the materials true structure. In order to achieve high 
preparation quality and reproducible results a combination 
of the right equipment, correct preparation method and the 
right consumables, which is known as a total preparation 
solution, is required.

Metkon offers solutions for sample preparation 
equipment and consumables for petrography, metallography 

and spectroscopy. 
Metkon manufactures bench-top and floor-standing 

surface grinders, swing/automatic grinders and fully-
automatic milling machines that offer efficient and easy 
preparation of various materials and improve the accuracy of 
your spectrographic analysis. Local back-up support is also 
offered on all Metkon products.

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

and these include special 
purpose measuring 
equipment, test equipment for 
laboratory and manufacturing, 
material testing apparatus, 
cutting equipment for moulded 
parts, instruments for 
checking structure of steels 
and metals, hardness testing 
instruments, metal 
microscopes, metallographic 
instruments, specimen 
preparation systems, stereo 
microscopes, material testing 
equipment and machines, 
systems and apparatus for 
image processing and image 
analysis and image processing 
systems.

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

Materialographic and 
spectrographic sample preparation – 

Metkon
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Furan resin for 3DP  
cores and moulds

No-nitrogen, low in water, thermosetting, non-reportable  
formaldehyde and phenol formulation.

HA International has 
recently introduced 
Enviroset 3D Jet Resin, a 

low-viscosity thermosetting 
furan resin that has been 
specially manufactured for use 
in all 3D printers for forming 
sand cores and moulds. It is 
suitable for use with all types 
of metal.

As noted by the developer, 
this furan resin contains no 
nitrogen; is a low-water, non-
reportable formaldehyde and 
phenol formulation. It achieves 
low viscosity and high-tensile 
strength in the treated sand.

Among the benefits attributed to Enviroset 3D Jet Resin  
are increased productivity in performance, as the resin helps 
3D printer heads to last longer, reduces labour requirements, 

as the printed moulds and 
cores may be cleaned more 
quickly and lowers overall 
operating costs, as the new 
formulation is less expensive 
than comparable products.

“As foundries move 
toward 3D printing they will 
appreciate a more productive 
resin at less cost,” according 
to HA International president 
Michael Feehan. 

“Additionally, this low-
odour resin can be used in 
all 3D sand printers to 
produce castings made  

with all alloys.”
For further details contact SI Group | HA on  

TEL: 011 389 8200 or visit www.siigroup.com or  
www.huettenes-albertus.com



46   castings sa   vol 19 no 3   October 2018

That’s the warning from the Molten Metal Systems 
business of Morgan Advanced Materials, whose Blue 
Lightning Thermocouple Sheath delivers a reliable, 

contamination-free reading within five minutes, helping 
foundries to avoid overheating metals and reduce energy 
wastage. Available as a full thermocouple assembly, Morgan’s 
solution saves labour time, while its clay graphite construction 
delivers improved protection of metal purity over cast-iron 
thermocouple sheaths.

Consistent high temperatures are required in holding 
furnaces, where metals – notably aluminium – must be kept 
in a molten state prior to casting. Some foundries measure 
only the outer furnace temperature, while others do not 
measure the temperature at all. Either approach is inefficient 
as operators tend to overestimate the temperature required, 
and therefore spend more on energy.

For a more accurate measurement, thermocouple sheaths 
are dipped into the molten metal.  The material traditionally 
used for this purpose, cast iron, has its drawbacks compared 
to the clay graphite used in the manufacture of Blue 
Lightning.

“Cast iron will quickly degrade, meaning sheaths have to 
be replaced regularly. There is also the risk of cross-
contamination of iron particles mixing with molten aluminium. 
To prevent this, iron thermocouple sheaths are coated with a 
protective material; a daily process that wastes valuable 
foundry labour time,” explained Mirco Pavoni, Global 
Technology Director of Molten Metal Systems at Morgan 
Advanced Materials.

The answer from Morgan is the Blue Lightning 
Thermocouple Sheath manufactured in a special clay graphite 
construction. This material is neutral and inert, eliminating the 
risk of contamination and protecting the purity of the molten 
metal. Clay graphite also offers exceptional thermal shock 
resistance, meaning that Blue Lightning lasts considerably 
longer than cast-iron sheaths and can withstand temperatures 
up to 2 192 degrees Fahrenheit (or 1 200 degrees Celsius).

“Using Blue Lightning, an accurate reading can be 
achieved in just three to five minutes, faster than cast iron 
because of clay graphite’s superior conductive properties. This 
enables foundry operatives to adjust the temperature quickly, 
further reducing energy wastage,” says Mirco.

Morgan’s Molten Metals business supplies Blue Lightning 
as a full thermocouple assembly to support foundries looking 

for a single supplier. In tandem with Morgan’s expertise in 
advanced composite materials, this makes Blue Lightning a 
truly comprehensive system for the measurement of molten 
metal temperature.

“Two types of pyrometer are available to suit the specific 
setup of a foundry. Blue Lightning is equally accurate whether 
used with a fixed pyrometer, which measures the temperature 
towards the bottom of the crucible, or a floating pyrometer for 
applications where foundries take their molten metal from 
near the top,” confirmed Mirco.

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

Morgan Advanced Materials  
reduces energy waste in foundries  
with Blue Lightning thermocouple  

assembly solution
Foundry owners could be wasting money and operating inefficiently by failing 

to use an accurate and continuous method of measuring the temperature of 
molten metals in holding furnaces prior to casting. 
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New white paper discusses  
high-precision elemental analysis of small parts for 

aerospace and automotive applications

Spectro Analytical Instruments, a leading manufacturer of 
advanced instruments for elemental analysis, has 
published a new white paper entitled: “High-Precision 

Analysis of Small Parts for Aerospace and Automotive 
Applications.”

Small parts present a challenge for quality control (QC) 
and production managers of metalworking manufacturers, 
particularly those in aerospace and automotive applications 
that demand tight QC at every step of the supply chain. 

Notoriously hard-to-analyse parts include metal wires, rods 
and screws as well as other fasteners less than approximately 
60mm in their greatest dimension, along with thin metal 
plates and sheets. Many analysers are not well suited to the 
task. This can lead to critical problems, including regulatory 
penalties, a reworking of parts, finished product recalls, or 
more catastrophic consequences.

“High-Precision Analysis of Small Parts for Aerospace and 
Automotive Applications” surveys the benefits and drawbacks 
of existing QC approaches and examines the advantages 
offered by new generations of analysers. It is a guide for 
assisting managers in determining the best analytical solution 
for their small-parts testing requirements. Content topics 

include analytical challenges, conventional analysis methods, 
sample positioning, calibration and standards, and selecting  
a small-parts metal analyser.

The paper is immediately available for download at  
http://bit.ly/2BerPAF.

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

HP Inc. has just officially presented its new HP Metal 
Jet 3D printing technology. That’s right. After months 
of speculation and waiting, the young 3D printing 

company has announced that it is ready to release its first 
metal 3D printing system. HP first announced it was 
developing a metal 3D printing platform almost a year ago. 
As expected it will be based on MIM powder metallurgy 
technology.

Similar to its Multi Jet Fusion printing technology, HP’s 
new metal AM platform makes big promises, including the 
capacity to print mechanically functional metal parts for 
mass production at up to 50 times greater productivity and 
at half the cost of competing binder jetting systems. In 
terms of specifications, the new metal AM system boasts a 
max build volume of 430 x 320 x 200mm, 4x the nozzle 
redundancy and 2x the print bars compared to existing 
systems. At launch, HP Metal Jet 3D printers will use stainless 
steel parts, with isotropic properties achieving (or exceeding) 
ASTM and MPIF Standards.

Also, similar to its polymer AM approach, HP has done its 
homework studying the current market and offering detailed 
studies on cost-effectiveness and break-even points. The 
estimated cost per part reduction, compared to metal powder 

bed fusion processes is even more 
impressive than it was for polymers. 
On certain not overly complex parts 
such as a roller ringer follower for 
automotive and a grasper surgery 
tool, cost reductions can be 
substantial (even 20 to 25 times) 
with MIM break-even points at  
55 000 and 65 000 parts, 
respectively. In fact, the cost per  
part would be just slightly higher  
than MIM, even for batches of  
100 000 parts.

HP has disclosed that it has 
partnered with a range of leading 

companies in the automotive, industrial and medical sectors 
including GKN and Parmatech. With its partners, HP says it will 
produce Metal Jet parts for Johnson & Johnson, Volkswagen 
and pump manufacturer Wilo. Volkswagen is reportedly 
looking to move into new manufacturing technologies 
especially as it expects totransition toward mass 
customisation and more electric vehicle production.

HP presents its new HP Metal   
Jet 3D printing technology
HP Metal Jet 3D printing promises up to 50x  
greater productivity at half the cost.






