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Our South African iron ore and 
manganese mines are mostly 
found in the rich Kalahari 

Basin, in the country’s Northern 
Cape Province, which is home to 80 
per cent of the world’s manganese 
ore body. Approximately 95 per cent 
of the product produced is 
consumed in steel manufacturing, 
mostly in the form of alloys.

Nearly 70% of the South African 
iron ore operations are conducted 
by Kumba Iron Ore Limited – one of 

the world’s top suppliers of seaborne iron ore. Kumba 
operates three mines, Kolomela and Sishen in the Northern 
Cape Province and Thabazimbi in the Limpopo Province.

In Kumba’s case, it also benefits from what is known as 
the lump premium. The majority of the ore Kumba produces 
is lumpy rather than fine, meaning steel mills do not have to 
sinter the iron ore in their production processes. Another, if 
smaller, geological dividend is that the ore from Sishen has a 
low moisture content because the Northern Cape is so dry.

Open-cast or pit mining has become much more 
attractive and viable in South Africa, as it is more 
mechanised and less labour intensive. Transnet transported 
about 14.01 million tons of manganese in 2018/19, 
compared with the 9.6 million tons transported in 2016/17. 
The train takes about eight minutes to pass one by from start 
to end. Transnet SOC Limited recently launched a 375-wagon 
manganese train, which is a production train with the most 
number of wagons in the world. The train runs over a 
distance of around 861km, from Sishen to Saldanha and is 
4km long. Running such a train means that rolling stock, as 
well as some infrastructure, needed to be upgraded to 30 
tons per axle on the section between Hotazel (Love the name 
and very appropriate for the area) and Sishen.

I recently had the opportunity to visit the area and was 
very impressed at how Kumba Iron Ore, an Anglo American 
company, had in just over 10 years successfully managed to 

uproot, transport and integrate a Sishen mining village 
community of 3 437 people into the nearby town of Kathu. 
Well, almost. The project is 98% complete, and management 
says the negotiations with the remaining 2% of residents still 
occupying the almost ghost-town of Dingleton will be 
finalised in the very near term. To date, 507 of 517 
households have been successfully moved 32km to 
replacement homes in the new purpose-built suburb of 
Siyathemba. The cost to Kumba has been in the region of R3 
billion and forms part of the company’s plans for the 
expansion of its Sishen mine and to provide a better living 
standard for its employees. Kumba is on the verge of 
advancing technology that will unlock valuable ore from 
millions of tons of low-grade waste it generates every year, 
giving it options that could extend the life of its flagship 
Sishen mine. The technology, which was refined by Exxaro 
Resources, the 20% partner in the Sishen Iron Ore Company, 
entails using a specially created form of minuscule globules 
of ferro-silicon that enables Kumba to upgrade ore with a 
40% to 48% iron content to the sought-after 64%-65% iron 
content that Kumba sells.

The area is famous for its red sands and they say that 
once you get the feeling of ‘the sand between your toes’ it is 
hard to leave. But this is more applicable to the Kgalagadi 
Transfrontier Park, a large wildlife Transfrontier park and 
conservation area that straddles the border between South 
Africa and Botswana, north west of the mining activities.  

The area is very windy and, coupled with the open cast 
mining activities, a fine red dust has spread far and wide, 
leaving everything in its wake ‘red’. It is not a pretty sight and 
for the people and wild life (what is left) living in the proximity 
of the mine it must present a serious health hazard. The 
trees, the roads and crash barriers, the mine equipment – 
they are all red. But without the iron ore and manganese, 
where would steel mills and foundries be? 

The red sands of the Northern Cape –  
but what about the washing?
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ABP Induction introduces MyABP
Portal consolidates all key information on the furnace system for customers.
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Foundry 4.0 and 
digitisation are 
buzzwords that, 

nowadays, play a role 
in every industry. And 
rightly so because the 
opportunities afforded 
by networking offer 
invaluable potential 
when it comes to 
raising productivity to 
an unprecedented 
level. ABP Induction 
has developed the 
MyABP portal for this 
very purpose - it 
supports their 
customers in raising 
this potential. This 
article provides a 
detailed explanation 
of what MyABP is all 
about.

This is MyABP
ABP’s new 

entrance portal 
becomes a digital 
platform for 
customers for their manufacturing operations and equipment, 
employees and processes. In order to meet needs such as 
cost reduction, quality assurance and improvement, CO2 
reduction, energy saving, occupational safety and plant 
availability, ABP have completely redesigned their ABP service 
solutions and integrated them into MyABP. This means MyABP 
becomes a personal information and maintenance assistant 
for melting and heating equipment for customers from ABP, 
as well as from other manufacturers, available anytime and 
anywhere. ABP’s platform is an open system for all processes 

and machines in your 
foundry, be it melting 
equipment, sanding 
machinery or moulding 
equipment. Upstream 
and downstream 
processes can be 
easily integrated into 
the platform. Here, 
customers can find all 
documents relating to 
their manufacturing 
operations and 
equipment, from 
product descriptions 
and drawings to 
maintenance manuals 
and service reports.

Data security and data 
protection

Of course, data 
security and data 
protection are 
important issues in 
this respect. 
Customers can be rest 
assured that the 
system does not 

snoop around in their data, but only informs customers what 
they want to learn. However, MyABP understands the data 
provided and can provide direct support. And it allows 
ABPSupport to see the system through the eyes of the 
customer. Augmented reality makes this possible. 

The principle works like this: If there is a deviation in 
production, either ABP apps or the customer opens a service 
ticket. If solving the problem requires support, help is 
available to the customer via the MyABP portal. The central 
tool for this is augmented reality. This technology enables ABP 
experts to see what customers see. Key information is directly 
visible because all information from the call is automatically 
stored in the ticket. The ABP technician also helps, for 
example, to identify the right spare part if the system has to 
be serviced. The ABP expert can virtually go through various 
settings on the system with the customer in order to rule out 
any operating errors. They can assist employees in performing 
simple tasks that can lead to a solution to the problem. And 
ABP service is available extremely quickly as long wait-times 
for a service appointment or technician availability are no 
longer an issue. This is also good for the environment as it 
avoids long emergency service trips that will reduce CO2 
emissions and protect the environment.

Time is no longer an issue
The solution is directly available without major downtimes, 

without waiting times for the service appointment and at a 

ABP Induction have completely redesigned their ABP service solutions and integrated 
them into their new MyABP portal. This means MyABP becomes a personal information 
and maintenance assistant for melting and heating equipment for customers from ABP, 

as well as from other manufacturers, available anytime and anywhere

Augmented reality allows ABP service technicians to assist customers 
without having to be on site



reasonable price. The advantages are that 
response times are reduced and customers can 
benefit from the experience of ABP’s experts 
without incurring travel costs and, can find 
documentation of all services and solutions in one 
place. ABP is therefore ideally positioned for quick 
troubleshooting and proper maintenance. And it 
has additional value for the future. MyABP creates 
a database of knowledge with service protocols, 
problem solutions and much more. Customers 
therefore have access to the knowledge of ABP’s 
worldwide service team and the opportunity to 
receive round-the-clock support. They can 
subsequently make use of error analysis to 
develop new recommendations for action, 
maintenance orders and training courses. All this 
is managed centrally via MyABP – customers 
always have the system status with all available 
services right in sight.

Key facts: What you need to know about MyABP
•  MyABP is an online platform open to all ABP 

customers
•  Customers can digitally enter and manage their 

entire equipment inventory for all of the 
manufacturing equipment that they have in their 
manufacturing facility

•  Customers can view and retrieve all relevant data on the 
ABP machinery and systems in use

•  Via MyABP, customers can use virtual online training 
courses to simulate, for example, an emergency on a 

digital twin of the real plant
•  Augmented reality allows ABP service technicians to assist 

customers without having to be on site
•  MyABP offers fast response times, reduced travel effort 

and protects the environment when service is required

For further information visit www.abpinduction.com
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ABP’s MyABP platform is an open system for all processes and machines in your foundry, be 
it melting equipment, sanding machinery or moulding equipment. Upstream and downstream 
processes can be easily integrated into the platform. Here, customers can find all documents 

relating to their manufacturing operations and equipment, from product descriptions and 
drawings to maintenance manuals and service reports
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The International Trade Administration Commission of 
South Africa (ITAC) has initiated a proposal to implement 
an export duty on ferrous and non-ferrous waste and 

scrap. The notice (568 of 2019) was published in the 
Government Gazette of 18 October 2019. 

Unfortunately, written submissions had to be made within 
four, weeks of the date of this notice, which was on or before 
15 November 2019, but due to the timing of Castings SA’s 
December 2019 publishing date it was not possible to 
publish the notice before the due date, however I still feel it is 
necessary to keep you informed. 

The notice, as it appeared in the Government Gazette, is 
published below.
1.  The Minister of Trade and Industry has directed the 

International Trade Administration Commission of South 
Africa (“ITAC”), in terms of section 18 of the International 
Trade Administration Act, 2002 (Act No. 71 of 2002) 
(“the Act”), to investigate and advise him whether it 
would be appropriate to replace the existing Price 
Preference System (“PPS”) regulating the exportation of 
ferrous and non-ferrous waste and scrap metal (“Scrap 
Metal”) with an export duty on Scrap Metal.

BACKGROUND
2.  On 10 May 2013, the then Minister of Economic 

Development issued a Trade Policy Directive (“the 
Directive”), in terms of Section 5 of the Act, for ITAC to 
regulate the exportation of Scrap Metal through the 
introduction of the PPS. The PPS provided that ITAC 
would not authorise the exportation of Scrap Metal 
unless it had first been offered for sale to the domestic 
consuming industry of Scrap Metal for a period and at a 
price discount or other formula determined by ITAC.

3.  The PPS was introduced in September 2013 for an initial 
period of five years, which period ended on 30 
September 2018. The Minister of Economic 
Development extended the Directive, and thereby the 
PPS, for a period of nine months, from 1 October 2018 
to 30 June 2019 (Government Gazette No. 41924, 
Notice No. R. 576, dated 21 September 2018). 

4.  During his budget speech on 20 February 2019, the 
Minister of Finance stated that the National Treasury, 
the Department of Trade and Industry and the 
Department of Economic Development would work 
together to explore the introduction of an export duty on 
the exportation of Scrap Metal to replace the PPS.

5.  By notice, the Minister of Economic Development stated 
he was considering extending the Directive on the PPS 
for a period of nine months, until March 2020, to enable 
the National Treasury, the Department of Trade and 
Industry and the Department of Economic Development 
to consider the introduction of an export duty on Scrap 

Metal (Government Gazette No. 42436, Notice No. R. 
257, dated 2 May 2019).

6.  Following consideration of the comments received on 
the proposed extension, the Directive, and concomitantly 
the PPS, was extended for an additional period of nine 
months, until 31 March 2020 (Government Gazette No. 
42485, Notice No. R. 285, dated 24 May 2019).

EXPORT DUTY
7.  The local Scrap Metal processing industry has indicated 

that, despite the existence of the PPS, the lack of 
affordable, quality Scrap Metal remains a challenge.

8.  To provide more effective support to foundries and mini-
mills engaged in the processing of Scrap Metal, the 
imposition of export duties on Scrap Metal is being 
considered to replace the existing PPS.

9.  The specific export duties being considered on certain 
categories of Scrap Metal are as follows:

 Table 1 (below) appears under the headings of Scrap 
Metal category, Specific duty (R/tonne), Equivalent 
percentage duty (ad valorem):

   Table 1
 Ferrous (including stainless steel): R1 000: 20% 

Aluminium: R3 000: 15% 
 Red metals: R8 426: 10% 
 Other: R1 000: 20%  

10.  As indicated in Table 1 above, ferrous (including 
stainless steel), aluminium, red metals and other waste 
and scrap metals would be subject to the specific duty 
indicated in the second column. The specific duty is 
based on the average value of exports for each category 
of Scrap Metal for the last 3 years. The third column of 
Table 1 indicates the equivalent ad valorem duty of the 
proposed specific duty.

11.  The “other” category in Table 1 represents a basket 
category of Scrap Metal that would be subject to a 
specific export duty of R1 000 per tonne. The only Scrap 
Metal that is currently being considered to be subject to 
the duty under the “other” category at the time of the 
introduction of an export duty is lead. However, the duty 
under this category could be extended to other types of 
Scrap Metal if the need for such a duty has been 
determined based on an investigation conducted by ITAC.

12.  The export duties on Scrap Metal proposed in Table 1 
would apply to exports to all countries except those 
countries benefitting from exemptions under trade 
agreements to which South Africa is a party. Under the 
SADC-EU Economic Partnership Agreement (“EPA”), an 
export duty on goods destined for EU EPA Member 

ITAC proposes export duty on  
ferrous and non-ferrous waste and scrap

industry news



States may be applied only for a limited period of years, 
with a pre- determined level of exports being exempted 
from an export duty and exports above this exemption 
level subject to a maximum export duty of 10 per cent ad 
valorem. Because the Protocol on Trade in the Southern 
African 
Development 
Community 
(“SADC Trade 
Protocol”) 
requires that 
such 
preferential 
treatment be 
extended to 
SADC Trade 
Protocol 
Member 
States, the 
same 
exemption and 
duty would 
apply to 
exports of 
Scrap Metal to 
such 
countries.

13.  Interested 
parties are 
hereby invited 
to submit 
written 
comments on 
the proposed 
export duty on 
Scrap Metal 
as outlined 
above. All 
comments 
should be 
directed to the 
ITAC officials 
indicated 
below.

Enquiries:
Kindly submit 

the requested 
information to the 
following officials: 
Mr Dumisani 
Mbambo, e-mail: 
dmbambo@itac.org.
za, Tel: (012) 394 
3743; Ms Lufuno 
Maliaga, e- mail: 
lmaliaga@itac.org.
za, Tel: (012) 394 
3835; Mr Njabulo 
Mahlalela, e-mail 
nmahlalela@itac.
org.za, Tel: (012) 
394 3784; Mr 

Pfarelo Phaswana, e-mail: pphaswana@itac.org.za,  
Tel: (012) 394 3628; and Mr Tshepiso Sejamoholo,  
e-mail: tsejamoholo@itac.org.za, Tel: (012) 394 1605.

This gazette is available free online at  
www.gov.za or www.gpwonline.co.za
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“Like every business and manufacturing operation in 
South Africa we were experiencing frustrating times 
when confronted with Eskom’s power outages and 

planned load shedding that have been haunting us for several 
years now. But it is not just the inconvenience of trying to work 
in the dark that raises temperatures (excuse the pun) it is also 
the repercussions of the resultant failures of machinery and 
equipment,” explains Mike Wolhuter of Pressure Die Castings 
(PDC).

“South Africa and its people have been induced into a 
sleepwalking mode by our not so efficient SOE and we are all 
counting the consequential cost. You can remain in your 
slumber or you can be proactive and investigate and 
implement solutions. We have chosen the latter as molten 
metal at the right temperature is critical to our business, as it 
is to all foundries. Surprisingly, you will be astounded at the 
other savings and process improvements that you will achieve 
once you have decided on your solution to reduce 
management and staff stress levels. So at least we can thank 
Eskom for forcing us into this situation,” adds Wolhuter.    

Brass holding furnace improvements
“PDC is an innovative supplier of brass, aluminium and 

zinc castings to the South African and international markets 
that has been in business since 1952. We are a specialised 
high-pressure die-caster that explores the needs of a 
customer to identify and offer the best design and process 

solution. This can be for as cast or final machined component 
or for the final assembled product and this includes all the 
associated processes.”

“Primarily we are a high-pressure die-caster of brass 
components. We process approximately 100 tons per month 
of brass and have extensive experience in the manufacture of 
alloys that contain about 60% copper, including De 
Zincification Resistant (DZR) brass. DZR has alloy additions 
that resist the leaching of zinc out of the brass where water is 
present. Component sizes range from a few grams to just 
under 1kg with production volumes exceeding well over a 
million components per month.”

“These are big numbers and any breakdown in our 
processes can be consequential. Our 14 high-pressure die-
casting machines are hungry beasts and need to be fed 
regularly. Although understanding, clients do not want you to 
make your problems their problems. Problems such as the 
breakdown of some of our channel holding furnaces. These 
problems occurred because of Eskom’s load shedding 
programme.”

“So we tasked Fred Cooper and Deon van Staden to come 
up with a solution.”

Fred explains: “The HPDC foundry industry relies on the 
holding furnace to hold a certain volume of metal at the 
correct temperature, so that the correct dose of metal can be 
delivered to the casting machine at the correct temperature 
for the product being cast. The volume contained in the 

Pressure Die Castings is introducing coreless induction holding furnaces into its brass foundry

More efficient furnaces drive  
significant energy, cost and time  

savings at PDC
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holding furnace is a 
buffer volume to allow 
the casting machine to 
operate continuously, 
whilst a fresh batch of 
primary melt is being 
prepared to top up the 
holding furnaces at a 
later time.”

Existing channel 
induction holding 
furnaces

“For the brass HPDC 
foundry at PDC, the 
holding volume is 
typically 800kg of brass, 
and the temperature 
required to cast product 
is in the region of 
970°C. The furnace is a 
channel induction type of 
furnace, with a box type 
of tundish to hold the working volume of molten brass. A 
channel of molten brass loops from the bottom of the tundish 
around an induction coil and laminate core system, much like 
a transformer. The channel forms a one turn to the secondary 
side of the transformer and the coil within forms a multiple 
turn to the primary side of the transformer.”

“The channel receives energy induced by the primary coil, 
and the localised heat and induced current in the channel 
sets up convection currents that circulate out into the 
tundish, drawing in cooler metal from the tundish at the same 
time. The circulation is continuous whilst power is applied to 
the primary coil.”

“The furnaces were built from technology as old as the 
transformer itself, from an age where the power control used 
was physically changing tapped voltages from an adjacent 
transformer. The casting operators changed the tap settings 
themselves to regulate the metal temperatures delivered to 
the casting machines.” 

“Advances in power electronics have allowed advance-
ments in furnace temperature control. Efficient power control 
has allowed for accurate metal temperature control, without 
operator intervention.”

Limitations with channel furnace
“The recent load shedding programmes from the national 

electricity supplier had led to failures of these furnaces. 
Channel furnaces are best left to remain molten at all times, 
24/7. Should a furnace be allowed to solidify, the channel 
loop tends to crack due to shrinkage when the phase changes 
from liquid to solid. The cracked channel breaks electrical 
continuity and the transformer principle no longer functions. 
Therefore, no energy can be induced into the melt.”

“Those furnaces that do survive a power outage and 
maintained electrical continuity, require long periods of 
reheating back to operating temperature. If the temperature 
ramp up is too rapid, whilst the channel/tundish is in a solid 
phase, localised heating causes localised softening of the 
channel. Sometimes the channel cracks and breaks the 
electrical continuity.”

“Repairing a furnace requires a complete breakdown to 
the shell of the body, and reconstruction from scratch. A 
brass former of the channel needs to be cast and the tundish 
needs to be rammed with new refractory around the cast 
channel. After ramming by technicians experienced in the 

practice, the furnace 
needs to be dried 
and sintered for days 
before it can be 
placed into service. 
The first melt also 
requires days of heat 
up to prevent 
hotspots developing 
in the channel.”

“Additionally, the 
heating rate of the 
channel furnace from 
solid had to be 
restricted to prevent 
failure of the 
channel. After the 
event of a power 
outage or shutdown, 
it would take a 
couple of days to 
have the furnace 
ready for production. 

The loss of production due to reheating was therefore quite 
significant.”

“The costs of electricity powering these furnaces 
demanded an in-depth study into the running costs and 
efficiencies of the channel induction furnaces in the foundry. 
The result determined that the channel furnaces were at best 
18% efficient and required an estimated R65 000 per month 
in electricity costs for a full production month.”

“The channel furnaces are connected in a 2-phase supply 
configuration. This created an imbalance of the 3-phase 
supply of the factory reticulation, and careful planning of the 
electrical layout was required. The net result was an 
increased peak demand requirement to cater for the 
imbalance in phases.”

Replacement furnaces – Coreless induction holding furnaces
“A different approach to holding metal was investigated to 

minimise the losses and limitations of the current practice. It 
was reasoned that the best option for the PDC foundry was 
the coreless induction type furnace, sized to the needs of the 
HPDC process.”

“The coreless induction furnace is essentially a cylindrical 
tundish, with a large induction coil circling the tundish. The 
coil is powered by high frequency drivers inducing current into 
the melt, which in turns heats up and stirs the melt. The 
molten metal remains one unified volume, unlike the channel 
furnace, which has a looped branch for the channel.”

Improvements with the coreless furnaces
“The body construction of the coreless furnace was 

simpler and smaller and allowed a reduction of holding 
volume to 400kg of brass. It was later determined that this 
was below the requirements of the PDC foundry and a body of 
600kg brass was substituted. Despite the adjustment, the 
holding volume is less than that of the channel holding 
furnace. The temperature required to cast product remained 
in the region of 970°C.”

“When the furnace is powered down, the melt simply 
solidifies and contracts into the unified volume without 
damaging the furnace. The furnace then may simply be 
powered up with an appropriate ramp up cycle, to prevent 
dangerous bridging, a topic for another discussion. It has 
been demonstrated that this ramp up time takes a matter of 
hours. After a power outage or planned shutdown the melt is 

The existing channel furnaces at Pressure Die Castings have many limitations that 
were identified during an 18 month investigation
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ready for production in a matter of hours. This is a significant 
gain over the channel furnace.”

“Should damage to the furnace occur, such as an electrical 
short due to over filling, or a cooling water leak, the recovery 
of the slug and breakdown of the lining is a simpler procedure. 
Relining of the body commences without a complete 
breakdown required. The relining of the body is a quicker 
process, as are the heat up and sintering stages when 
compared to the channel furnace.” 

“A study into the running costs determined that the 
coreless induction holding furnace was 36% efficient at best, 
and required an 
estimated R52 500 
per month in 
electricity for a full 
production month.”

“Other 
advantages include 
a higher melting 
rate – 300kg per 
hour as compared 
to 80kg per hour – 
and the channel 
furnace could be 
out of service 
between five and 
seven days as 
compared to us 
having the coreless 
furnace up and 
running within 12 
hours.”

 “The frequency 
driver for the 
coreless induction 
furnace is now 
connected in a 
3-phase 
configuration. This 
has allowed for a 
more balanced 
electrical 
reticulation in the 
factory, and a 
reduction in peak 
demand 
requirements.”

“Additionally, 
the coreless design 
does allow for the 
furnace to be 
bailed down and 
powered down over 
periods of 
shutdown and 
periods of no 
production. This 
further reduces 
running costs 
without the risk of 
damaging the 
furnace and an 
expensive rebuild, 
as experienced 
with the channel 
furnaces.”

“Two furnaces 

have already been converted to coreless and we will shortly 
begin converting a third furnace. The decision has been set to 
convert all furnaces to coreless, in time.”

“We took roughly 18 months to investigate options, agree 
on R&D terms, build and commission at PDC, troubleshoot and 
redesign power and controls. The resultant solutions have now 
enabled management and staff to smile again. They are no 
longer as highly strung as a high-pressure die-casting 
machine,” concluded Cooper.  

For further details contact Pressure Die Castings on  
TEL: 033 397 5500 or visit www.pdc.co.za
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Allied Mineral Products has opened the doors to its newest precast shapes manufacturing facility in Gosforth Business Park in Germiston, 
Johannesburg. This marks Allied’s sixth precast shapes location worldwide



Allied Mineral Products has opened the doors to its 
newest precast shapes manufacturing facility in 
Gosforth Business Park in Germiston, Johannesburg. 

This marks Allied’s sixth precast shapes location worldwide.
Shapes manufacturing brings an added benefit to South 

African customers. Some benefits include foundry crucibles, 
furnace structural parts, EAF deltas and spouts, tilters and 
skimmer blocks, dampers and divider walls, incinerator 
shapes, and rotary furnace shapes.

Allied’s engineering capabilities include designing and 
manufacturing complex shapes in virtually any size. Precast 
shapes can also be created from existing drawings or shapes. 

“We have opened the manufacturing facility across the 
road from our existing facility, where we design and 
manufacture monolithic refractories for the foundry, 
aluminium, steel, cement, power, minerals processing, boiler, 
heat treating, forging and industrial markets. It comprises two 
factories – one 2 800m² and the other 2 400m². Our 
manufacturing plant has been setup in the bigger factory and 
the other one will be occupied once we have created the 
demand for our product,” explained Clinton Pretorius, 
Managing Director of Allied Mineral Products South Africa.

“The plant consists of a furnace manufactured by 
Technifurn and a mixing platform that consists of two Mud 
Hog 1-ton paddle mixers. Moulds are also made locally, either 
in wood or steel.”

“You could describe it as diversification, but we look at it 
as an extension of our local product offering and a means to 
meet the growing demands of our customers and their 
markets since we are taking know-how and IP from our head 
office in the US, who have been manufacturing the products 
since 1995.”

“Precast refractory shapes are not mass produced, but 
purpose-made products for a specific application. Precast 
components are easy to install and examples are given where 
one precast block replaces about 30 bricks or an iron ladle 
can require as many as 3 000 bricks to build. However, only 
eight precast blocks are required to build the ladle.”

“Our foundry shapes offerings encompass coreless 
furnaces, channel induction furnaces, cupolas, gas-fired 
furnaces, resistance rod furnaces, heat treating and forging 

Allied Mineral Products opens  
precast shapes manufacturing facility

Allied Mineral Products South Africa’s engineering capabilities 
include designing and manufacturing complex shapes in virtually  

any size. Precast shapes can also be created from existing  
drawings or shapes
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furnaces, reverberatory furnaces, vacuum tundishes, transfer 
ladles, ductile treatment ladles, pouring tundishes/boxes, 
launders, centrifugal casting feed equipment and impact 
shapes.”

Allied Mineral Products is a leading global manufacturer 
of monolithic refractories and precast refractory shapes with 
12 worldwide manufacturing facilities, six precast shapes 
facilities, and three research and technology centres. 

Headquartered in Columbus, Ohio, USA Allied serves a wide 
variety of industries with innovative refractory solutions and 
exceptional service and support, backed by expert 
engineering and research teams. Allied is proud to be an 
employee-owned company.

For further details contact Allied Mineral Products 
South Africa on TEL: 011 776 2400 or visit  
www.alliedmineral.com

Precast refractory shapes are not mass produced, but 
purpose-made products for a specific application

The plant consists of a furnace manufactured by Technifurn and a 
mixing platform that consists of two Mud Hog 1-ton paddle mixers. 

Moulds are also made locally, either in wood or steel
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The Metal Casting Technology Station (MCTS) at the 
University of Johannesburg (UJ) has announced that they 
have been accredited as an ISO/IEC 17025 testing and 

calibration laboratory for metallurgical and mechanical testing 
with a specific emphasis in the foundry industry. 

The facility is accredited in accordance with the 
recognised International Standard ISO/IEC 17025:2005. The 
accreditation demonstrates technical competency for a 
defined scope and the operation of a quality management 
system. While this certificate remains valid, the accredited 
facility is authorised to use the relevant accreditation symbol 
to issue facility reports and/or certificates. 

“This is a major achievement for the MCTS. The ISO/IEC 

17025 general requirements for the competence of testing 
and calibration laboratories is the main ISO standard used by 
testing and calibration laboratories. In most countries, ISO/
IEC 17025 is the standard for which most labs must hold 
accreditation in order to be deemed technically competent,” 
explained Kulani Mageza, Station Manager at the MCTS.

“ISO/IEC 17025 enables laboratories to demonstrate that 
they operate competently and generate valid results, thereby 
promoting confidence in their work both nationally and around 
the world. It also helps facilitate cooperation between 
laboratories and other bodies by generating wider acceptance 
of results between countries. Test reports and certificates can 
be accepted from one country to another without the need for 

Metal Casting Technology Station 
accredited as an ISO/IEC 17025 
testing and calibration laboratory

Scope of accreditation focusses on metallurgical and mechanical testing  
of ferrous and non-ferrous metals.



The Metal Casting Technology Station has been accredited as an ISO/IEC 17025 testing and calibration laboratory.  
The scope of accreditation focusses on metallurgical and mechanical testing of ferrous and non-ferrous metals

“By becoming accredited to ISO/IEC 17025, the MCTS automatically 
became affiliated to the International Laboratory Accreditation 

Cooperation (ILAC), which means its reports are  
recognised internationally.”



further testing, which, in turn, 
improves international trade,” 
added Mageza.

“The scope of our accreditation 
includes tensile (Room temperature 
up to 600kN upper yield, 0.2%, 
proof stress Ultimate Tensile 
Strength (UTS) elongation and 
reduction area) testing and 
hardness testing (Vickers and 
Micro-Vickers) for both ferrous and 
non-ferrous metals on the 
mechanical side. On the 
metallurgical side we are accredited 
for cast iron analysis (ASTM 
A247:2006 and EN ISO 945:2005) 
and spectrographic analysis (ASTM 
E350:2012 and ASTM A751:2007), 
excluding nitrogen.”

ISO/IEC 17025:2005 specifies 
the general requirements for the 
competence to carry out tests and/
or calibrations, including sampling. 
It covers testing and calibration 
performed using standard 
methods, non-standard methods, 
and laboratory-developed methods.

It is applicable to all organisations performing tests and/
or calibrations. These include, for example, first, second and 
third-party laboratories, and laboratories where testing and/or 
calibration forms part of inspection and product certification.

ISO/IEC 17025:2005 is applicable to all laboratories 
regardless of the number of personnel or the extent of the 
scope of testing and/or calibration activities. When a 
laboratory does not undertake one or more of the activities 
covered by ISO/IEC 17025:2005, such as sampling and the 
design/development of new methods, the requirements of 
those clauses do not apply.

ISO/IEC 17025:2005 is for use by laboratories in 
developing their management system for quality, 
administrative and technical operations. Laboratory 
customers, regulatory authorities and accreditation bodies 
may also use it in confirming or recognising the competence 
of laboratories. ISO/IEC 17025:2005 is not intended to be 
used as the basis for certification of laboratories.

ISO/IEC 17025 accreditation is the single most important 
standard for calibration and testing laboratories around the 
world. ISO 17025 accredited laboratories have demonstrated 
that they are technically proficient and able to produce 
precise and accurate test and calibration data. This is a 
voluntary, third party-reviewed process that ensures a 
laboratory’s quality management system is thoroughly 
evaluated on a regular basis to guarantee continued technical 
competence and compliance with ISO 17025.

Laboratory accreditation bodies use the ISO 17025 
standard specifically to assess factors relevant to a 
laboratory’s ability to produce precise, accurate test and 
calibration data; including:
•  Traceability of measurements and calibrations to national 

standards
•  Technical competence of staff
•  Maintenance of test equipment
•  Quality assurance of test and calibration data
•  Validity and appropriateness of test methods
•  Appropriate handling and transportation of test items
•  Quality of testing environment and sampling

To ensure continued compliance, accredited laboratories 
are regularly re-assessed to check that they are maintaining 

their standard of technical expertise. These laboratories are 
also required to participate in regular proficiency testing 
programs as an ongoing demonstration of their competence.

How does this benefit you as the customer?
ISO/IEC 17025 accreditation helps you minimise risk by 

ensuring that you are choosing a technically competent lab 
that has a sound quality system in place. This also allows you 
to avoid expensive retesting, which enhances your confidence 
in our product by assuring that it has been thoroughly 
evaluated by an independent, competent testing or calibration 
laboratory that has been assessed by a third party.

What is the difference between ISO 9001 and ISO 17025?
For instance, the requirements of ISO 9001:2015 on 

resources and processes are general for any industry, 
whereas ISO 17025:2005 is more specific and detailed for 
testing and calibration laboratories. 

The Metal Casting Technology Station at the University of 
Johannesburg (UJ) is an initiative of the Department of 
Science and Technology (now the Department of Science and 
Innovation - DSI), and is managed through the Technology 
Innovation Agency (TIA). The MCTS focuses on the casting of 
ferrous and non-ferrous metals, sand technology, 
metallurgical testing and failure analysis, additive 
manufacturing and mechanical alloy of ultra-hard materials 
and the station’s primary mandates are technology transfer 
and capacity building. 

The MCTS is hosted in the Research and Innovation 
division of the University of Johannesburg on the Doornfontein 
Campus. The MCTS supports and assists the metal casting 
industry, including foundries, suppliers and related industries, 
to improve the sectors innovation ability for increased 
competitiveness and sustainability, with a focus on physical 
metallurgy, moulding technology, foundry technology and 
support services. 

“By becoming accredited to ISO/IEC 17025, the MCTS 
automatically became affiliated to the International 
Laboratory Accreditation Cooperation (ILAC), which means its 
reports are recognised internationally,” finished Mageza.

For further details contact the Metal Casting Technology 
Station on TEL: 011 559 6952/011 559 6019 or email 
address kmageza@uj.ac.za
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On the metallurgical side the MCTS are accredited for cast iron analysis and spectrographic analysis
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Pfisterer (Pty) Ltd, one of the largest manufacturers of 
composite insulators and related products on the African 
continent, has announced the completion of its 

rebranding initiative. In future the company will trade under 
the name of Vexila.

“In keeping with our strategy, we are pleased to confirm 
that the company has rebranded as a leading, independent 
South African, electrical technology enterprise. Our new brand 
represents our commitment to continue delivering exceptional 
service to our customers with the most sustainably innovative 
products at our disposal. We strive to be the standard setting 
and leading enterprise in the industry that we serve,” says 
newly appointed CEO, Gary Whalley.

“Now known as Vexila, the company - a high voltage 

international electrical hardware 
developer and manufacturer - was 
acquired by 100% black-owned 
investment company, Thesele Group 
on 26 July 2018, making it a proudly 
South African-owned manufacturing 
entity with a Level 2 B-BBEE score 
rating. 12 months since its acquisition, 
the company has officially changed its 
name.”

“With the same products and 
services, Vexila has a global presence, 
supplying products to the rest of the 
African continent and the world. Vexila 
is one of only a few companies in 
South Africa that offers virtually all of 
the manufacturing processes required 
to produce its own final product, 
operating under one roof.”

“The comprehensive in-house 
technologies have ensured that Vexila 
remains a market leader in the field of 
OHL products on the continent, notably 

being the first African company to 
manufacture 100% locally and supply 
400kV polymeric insulators to major 

African utilities.”
“Over the past 40 years, we have grown into one of the 

largest manufacturers of composite insulators and line 
hardware on the African continent with the most complete 
product offering in the market. Our focus is on supplying 
future-ready power grid products and solutions, tailored to 
drive robust economic growth that will enhance the quality of 
life for generations to come,” adds Whalley.

“First founded in 1972 as Hardware Assemblies, the 
company was acquired by the German-Swiss Pfisterer Group 
resulting in the business name changing to Pfisterer (Pty) Ltd 
in 2003.”

“With global energy requirements growing at an 
accelerated speed, Vexila’s electrical 
technology solutions are designed to 
offer a reliable, environmentally-
friendly transmission of power, which 
includes sources such as solar, 
hydroelectric and wind.”

The Thesele Group is a 100% 
black-owned investment company 
that was established in 2005. 
Amongst its portfolio the Thesele 
Group has a 22% stake in financial 
services company Prudential 
Investment Managers (PIMSA), a 
49.95% ownership of Probe 
Corporation, a company with its main 
focus on auto-electrical services, a 
27% ownership of Elite Truck Hire, a 
40% stake in Knowledge Integration 
Dynamics, a 35% stake in water and 
wastewater solutions provider Talbot 
& Talbot and a 26% stake in DG 
Capital (Pty) Ltd.

For further details contact Vexila 
on TEL 033 397 5425 or visit  
www.vexila.co.za

Pfisterer changes name to Vexila

The Vexila aluminium gravity die-casting foundry has a number of furnaces at its disposal

Thabo Leeuw, CEO of the Thesele Group, Jabu Mabuza, acting CEO of Eskom, and  
Gary Whalley, newly appointed CEO of Vexila
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“When I joined the company in 2011, I was given a 
challenging task to improve productivity, improve 
quality, reduce costs and scrap rates in a foundry 

that was operating in the 19th century. This was especially so 
as the foundry had not made any major capital equipment 
investments since the 1980s and there was a reluctance to 
provide funds for expenditure on modern foundry 
manufacturing equipment,” explained Divisional Managing 
Director Ben Dyson.

“The constant pursuit of new ways to boost efficiency, 
enhance productivity, improve casting quality and increase 
savings, while battling environmental concerns, seeking to 
improve overall working conditions and ensuring the 
employment of sufficient manpower and resources – and 
preferably all at the same time – is universal. Irrespective of 
foundry size, geography and market, they remain factors that 
all foundries can relate to and continuously try to optimise,” 
continued Dyson.

Even though Ben had begun to make inroads on costs and 
productivity with the investment in a new 3-ton medium 
frequency 1.5 megawatt furnace there was still a cautious 
resistance to invest further in the foundry due to declining 
economic activity. This culture changed when Malleable 
Castings was sold to Pillans Investments towards the 
beginning of 2017, making way for the implementation of a 
turnaround strategy. Pillans Investments is an investment 
holding company with investments in West Rand Engineering, 
Africa Thermal Insulations, Glen Fluid Transfer Solutions, 
Wilco Howard and Klambon Water, which is based in Sydney, 
Australia. Pillans is a 100% South African, 60.8% black owned 
investment company and the shareholders include Shalamuka 
Capital, RMB Corvest and Management.

“West Rand Engineering (WRE), one of the companies 
within the Pillans Investments Group, had for some time been 
one of our biggest customers. With a national emphasis on 
local procurement through enabling legislation and strategic 

Malleable Castings boosts  
productivity with new investments

Latest acquisitions include a second horizontal moulding machine, 
a rotary drum and an automated core making machine.



Malleable Castings has recently installed a second HMF automated horizontal moulding machine. This machine has a workable moulding area 
of 460mm x 360mm x 150mm and the moulding rate is 40 to 60 boxes per hour



designations to attain the goals of the industrial 
policy action plan (IPAP) picking up speed in South 
Africa, Malleable Castings became a viable option 
for Pillans Investments to purchase. Additionally, 
the company could secure its supply chain in line 
with the mining charter.”

West Rand Engineering manufactures and 
supplies mining consumables for use in 
underground hard rock mining applications. The 
company offers air/water gun valves, ball valves, 
blow guns, brass water valves, dirt traps, hose grip 
magnets, manifold with valves, screw down 
valves, self-closing taps, shower valves, throttle 
valves, water blasts, hose connections, screw type 
hose connections, hose clamps and hose 
menders, laterals, and claw couplings, manifolds, 
rock drill lubricators, air whistles, hopper 
couplings, rail adjusters, and rope pullers. It also 
provides snatch blocks used in scraping of ore in 
narrow stope mining for hard rock, gold, platinum 
and chrome mines, incline shaft rollers, mono 
rope tensioners, pineapple rollers, return wheels, 
rope pulleys, and urethane rollers, taper knock off 
bits for underground rock drilling. The company 
was founded in 1928 and is based in 
Krugersdorp, Gauteng.

Second HMF horizontal moulding machine
“The productivity, quality and cost improvements as a result 

of the first horizontal moulding line investment, which was 
installed in December 2017, drove us to investigate a further 
investment in this department. The aim is to reduce our 
reliance on and to ‘retire’ our existing 10 manual jolt squeeze 
moulding machines because the human involvement gives 
consistency and quality problems, as well as a decline in 
productivity levels.”

“I took my time in deciding on which machinery to purchase 
and it was only after a few visits to international foundries, 
using a similar machine that I was looking for, that I decided on 
a HMF automated horizontal moulding machine. The 
automated hydraulically operated machine has been custom 
built to suit our needs and we have already reduced our scrap 
rates enormously with the consistent and reliable manufacture 
of green sand moulds. Productivity is also reaching record 
levels with between 40 to 60 moulds being manufactured in an 
hour.”

“The automated line is also equipped with a mould 
manipulator and conveyor system for easy handling of the 
moulds. The scope of our capabilities in terms of the castings 
weight range from 0.1 kilogram to 30 kilograms and for sizes 
our pattern plate dimensions are 460mm x 360mm x 150mm.”

“The second HMF horizontal moulding machine has similar 
specifications and capacities to the first machine. The workable 
moulding area is 460mm x 360mm x 150mm and the 
moulding rate is 40 to 60 boxes per hour. Again the benefits in 
investing in this machine are consistent mould quality, reduced 
mould handling times and scrap issues, easy pattern change 
and significantly reduced labour intervention due to the 
automated mould handling line. In simple terms the machine is 
a one-man operation.”

“We will still keep our manual machines operational at this 
stage as it does not make economical sense to run small 
quantities on the automated lines.”

HMF rotary drum
“There are two finishing processes for handling high 

volumes of metal parts – vibratory machines and barrel 
tumblers.”
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The automated line is also equipped with a mould manipulator and conveyor system 
for easy handling of the moulds

Cores in a mould on the new HMF automated horizontal moulding 
machine

Malleable Castings have also invested in a new HMF rotary drum 
machine that has the capability of processing 40 tons per hour, which 
was installed in December 2018. The drum diameter is 1.5m and it has 

a length of six metres
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“We have chosen the rotary drum method as there is a 
huge reduction of dust in the foundry as the sand is removed 
from casting before exiting the drum and sufficient extraction 
is part of the design. Additionally, the return sand that is sent 
back to the sand reclamation plant is cooler and a significant 
amount of deburring of the casting has already taken place, 
including the sprue, thus greatly reducing additional manual 
labour in the knock off process. Furthermore, the rotary drum 

requires far less maintenance than traditional vibratory 
feeders.”

“The HMF rotary drum machine that has the capability of 
processing 40 tons per hour, was installed in December 
2018. The drum diameter is 1.5m and it has a length of six 
metres. The man hours that we are now saving are 
significant.”

Delin DL361 automatic core shooting machine
“The theme of tired equipment continued in the core 

shooting department. However, this has now changed with the 
installation of a fully automatic electrically heated shell core 
shooter with a core box size of 400mm x 250mm x 150mm, 
also in December 2018.”

“The core shooting process is now fully automated with 
automatic core ejection and mould turning down to release 
cores onto an automatically indexed conveyor. The machine, 
once set, only needs someone to trim and pack cores, 
reducing operator costs significantly. The electrical heating of 
the core box in an enclosed machine is also more efficient 
than the old type gas heated open machines.”

“It is our intention to install a second machine in this 
department and this will happen shortly. The tooling for this 
machine is also new.”

“Our capacity depends on how many shifts we run but at 
the moment we are pouring 120 tons of metal a month and 
are confidently aiming to take this to 150 tons. Depending on 
orders we are supplying about 70 to 80% of this output to 
group companies. The synergy within the group has certainly 
been beneficial to us but we are not entirely reliant on it. In 
recent times we have acquired new clients in the mining, 
automotive and pump manufacturing industries.”

“The resultant gains from these capital equipment 
investments is measureable, especially if you are calculating 
on the number of boxes per head, per shift, per machine, as 
we do.” 

“Going forward we are going to pay attention to our sand 
reclamation plant, which needs some more upgrades and 
improvements. Sand quality is vitally important in the green 
sand process. We will also be adding more melting capacity in 
the near future.”

For further details contact Malleable Castings on  
TEL: 011 822 1503 or visit www.malleable.co.za

Malleable Castings have also upgraded their sand storage silo

Malleable Castings have invested in a new Delin DL361 automatic 
core shooting machine and it is the company’s intention to invest in 

a second machine

The core shooting process is now fully automated with automatic 
core ejection and mould turning down to release cores onto an 

automatically indexed conveyor. The machine, once set, only needs 
someone to trim and pack cores, reducing operator costs 

significantly. The electrical heating of the core box in an enclosed 
machine is also more efficient than the old type gas heated open 

machines
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Duvha Foundry, based in the Chamdor industrial area of 
Krugersdorp, Gauteng has recently installed and 
commissioned a new Endeco Omega mixer in its sand 

department and a new shot blasting machine in its finishing 
department.

“The existing equipment that we had was old and did not 
meet our quality requirements. They served their purpose as 
we grew from small beginnings to a much bigger 
foundry that we are now. But there comes a time 
when you have to address the situation otherwise you 
are looking for trouble. This will apply to most 
departments in a foundry,” said Stanley Tshivhase, 
director and owner of Duvha Foundry.

“The most pressing areas that we had to look at 
was in our sand mixing department and our shot 
blasting.” 

“We have installed a new Endeco Omega 20 ton 
an hour continuous mixer in our heavy bay 
department. The mixer has been supplied with a 
venting unit, as well as the touch screen fully 
programmable autoblend system and a 60 ton sand 
silo.”  

“Pneumatic conveyors transfer the sand to the 
new Endeco Omega 20 ton an hour continuous 
mixer.”

“The second investment was made on a new shot 
blasting machine that was installed in September 
2019. The machine can process six tons of castings 
of various sizes per hour.”

“The new installations will 
make it possible to reduce work-
in-progress inventories, and to 
improve product quality and cycle 
times through the use of the latest 
in production-casting 
technologies.”

Integrated casting solutions
“Duvha Foundry can produce 

from basic sand castings, to 
extremely complex, multicore 
moulds for the pump and valve, 
rail, mining, power, cement, pulp 
and paper, smelter, heat 
treatment, chemical and 
petrochemical industries. Our 
foundry personnel enjoy the 
benefit of new state-of-the-art 
equipment in a safe, coordinated 
and environmentally aware 
manufacturing environment.”

The company has six induction 
furnaces, a Brucker Q4 
Spectrometer, Brinnell hardness 
testers, top hat heat treatment 
plant and also CNC machines for 
turning, milling and drilling.

Duvha Foundry has a 200 ton 
per month capacity and 

manufacture castings from 2.5kg to 2 400kg. The metals it 
casts include cast steel, stainless steel, chrome iron, cast 
iron, sg iron and manganese steel.

For further details contact Duvha Foundry on  
Tel: 011 762 1557 / 011 762 1191 or visit  
www.duvhafoundry.co.za

Duvha Foundry installs new  
equipment to reduce scrap, improve  

shot blasting and optimise sand usage

Duvha Foundry have installed a new Endeco Omega 20 ton an hour continuous mixer in their heavy 
bay department. The mixer has been supplied with a venting unit, as well as the touch screen fully 

programmable autoblend system and a 60 ton sand silo. Pneumatic conveyors transfer the sand to the 
new Endeco Omega 20 ton an hour continuous mixer

The second recent investment at Duvha Foundry was made on a new shot blasting 
machine that was installed in September 2019. The machine can process six tons 

of castings of various sizes per hour
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South Africa’s seven vehicle original equipment 
manufacturers (OEMs) have officially launched a R6 
billion Automotive Industry Transformation Fund (AITF), 

which is R2 billion more than previously mooted by industry 
executives.

The fund is designed to support black participation in the 
automotive industry supply chain.

It means the participating OEMs – BMW, Ford, Isuzu, 
Nissan, Toyota, Mercedes-Benz and Volkswagen – will, for the 
first time, be able to meaningfully participate and comply with 
all five elements of the broad-based black economic 
empowerment (B-BBEE) generic scorecard, specifically the 
ownership element.

Michael Mabasa, CEO of the National Association of 
Automobile Manufacturers of South Africa (Naamsa), said the 
launch of the fund marks the beginning of a major sector-wide 
initiative to meaningfully transform the automotive industry by 
broadening and deepening the participation of black and 
historically disadvantaged entrepreneurs to participate in the 
sustainable growth and development of the industry.

Accelerated empowerment
In support of the objectives of the South African 

Automotive Masterplan, the fund’s mission will be to 
accelerate the empowerment of black South Africans within 

the auto sector; upskilling of black employees and prospective 
auto entrepreneurs; expansion of black-owned dealerships 
and authorised repair facilities and workshops; substantially 
increase the contribution of black-owned automotive 
component manufacturers within the automotive supply chain; 
and create meaningful and sustainable employment 
opportunities for young and female black South Africans.

The unique feature of the fund is that it is powered, 
supported and funded by the seven OEMs that will directly use 
the services of black-owned businesses to grow and deepen 
transformation across the entire auto value chain.

The launch of the fund follows South Africa’s automotive 
industry appearing in recent years to be on a collision course 
with the government over compliance with the new B-BBEE 
codes.

Pressure
The pressure on vehicle OEMs over empowerment 

intensified in 2017 when former trade and industry minister 
Rob Davies confirmed these global multinational companies 
were required to achieve a Level 4 B-BBEE grading if they 
wanted to draw on the benefits of the Automotive Production 
and Development Programme.

This led to some industry executives warning that South 
Africa could say goodbye to its automotive industry if the 

Transformation fund launched by 
South Africa’s seven vehicle OEMs

South Africa’s seven vehicle original equipment manufacturers (OEMs) have officially launched a R6 billion Automotive Industry 
Transformation Fund (AITF)





government insisted on enforcing the revised B-BBEE codes 
on locally-based multinational vehicle manufacturers. 

South Africa’s vehicle manufacturers first indicated that 
they would create a transformation fund at a media briefing 
in June 2017, following engagements between industry 
executives and the ANC ahead of the party’s policy 
conference that year.

Extensive consultations and discussions with the 
Department of Trade and Industry (dti) followed, resulting in 
an agreement on provision for the recognition of 
contributions in lieu of a direct sale of equity through equity 
equivalent contributions.

Naamsa president Andrew Kirby announced at a Festival 
of Motoring conference in August that an automotive industry 
transformation fund in excess of R4 billion would be 
established before the end of this year.

Mabasa said the fund is not “a nice to have” but a 
business imperative that makes sense to the success and 
sustainability of the industry.

“We need to systematically and unashamedly address 
barriers to entry which remain very high in the motor industry 
for many new and aspiring entrants,” he said.

Pioneering
Speaking on behalf of the seven OEM CEOs, BMW Group 

SA and sub-Saharan Africa chief executive and Naamsa vice-
president Tim Abbott said he is delighted the fund has been 
launched.

“The Automotive Transformation Fund is pioneering, and I 

think a perfect blueprint for other industries to consider. This 
is an industry-wide initiative, bringing together suppliers and 
OEMs to collaborate for common good. It is my belief that 
real meaningful growth in our industry must by its nature be 
transformative. Opportunities exist for new entrants, private 
capital and other government initiatives to tie in with the 
fund,” he said.

Abbott gave the assurance the capital investments made 
by the OEMs to the fund will not revert to the OEMs but be 
used to sustain the fund and its operations after its 
formation.

“We consider having great black-owned companies 
supplying our manufacturing operations as the best return on 
investment we could ever ask for,” he added.

Azar Jammine, chief economist at Econometrix, said it is 
certainly good news that the spat between the DTI and the 
motor industry has been resolved in this way because the 
motor industry is heavily dependent on continued investment 
by these multinational companies.

Jammine said it would have been problematical had the 
relationship between the dti and the motor industry broken 
down. He suggested the area where this initiative will make 
the most difference is in terms of motor industry employers 
being seen to be assisting the workforce.

“This might just diffuse some of the labour tensions that 
exist within the motor industry. If you have more equity 
participation in the industry by blacks, hopefully, they will 
also be in a better position to quell industrial action than is 
currently the case,” said Jammine.

The fund is designed to support black participation in the automotive 
industry supply chain

Many castings are used in the manufacture of cars and one wonders 
how the local foundry industry will benefit from the OEMs funding 

programmes
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Isuzu Motors of Japan will be investing R1.2 billion in its 
next-generation bakkie programme in South Africa, with 
R2.8 billion in additional total local content value 

generated through the lifecycle of the programme.
Yoichi Masuda, senior executive officer for Isuzu Motors 

Limited and chair of the Isuzu Motors South Africa board, 
confirmed the investment, adding that current plans are to 
grow the company’s annual bakkie production to 29 000 
units a year.

“Our decision to invest in the production of the next-
generation bakkie in South Africa demonstrates our 
commitment to this market.”

“This is further reinforced by the fact that this operation 
is the first bakkie and truck manufacturing and distribution 
operation outside of Japan which is 100% Isuzu owned.”

Predictability and stability
Masuda emphasised the important role the 

government’s Automotive Production and Development 
Programme (APDP) plays in providing predictability and 
stability for investors when making long-term business 
decisions.

“We fully support the requirements of the extended 
APDP and are working on various initiatives to ensure that 
we contribute to the achievement of the South African 

Automotive Master Plan aspirational targets over the 
coming years,” he said. 

The investment announcement follows Toyota South 
Africa Motors’ (TSAM’s) revelation that it will be investing 
R2.43 billion in producing a new passenger car at its 
Prospecton plant in Durban, from the end of 2021.

TSAM has not yet disclosed which new model it will be 
producing at the plant. It decided in 2012 to stop local 
production of the Corolla from 2020.

D-Max replacement
The next-generation bakkie will replace Isuzu’s current 

D-Max bakkie, previously named KB, which has been 
manufactured in South Africa since 2012.

The model was initially produced locally by General 
Motors South Africa (GMSA) until its disinvestment from 
South Africa in 2017.

This resulted in Isuzu acquiring GMSA’s manufacturing 
plant in Port Elizabeth and establishing a new company in 
South Africa to take over the company’s light commercial 
vehicle operations and the balance of shareholding in the 
trucks business it did not already own.

About 1 000 direct jobs, 4 000 jobs through its dealer 
network and many more through its base of 430 suppliers 
in South Africa were saved by this decision.

R1.2 billion investment  
in next-generation bakkie programme 

announced by Isuzu
The deal is expected to generate an additional R2.8 billion in orders 

from local components suppliers.
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“We registered 
the company 
four years ago 

with the idea of 
establishing a foundry that 
would be dedicated to 
manufacturing stainless 
steel castings only. We did 
not have a deadline to 
begin operating and we 
only began working on the 
implementation of the 
logistical requirements 
required to run a foundry 
in 2018,” said Gladys 
Tshivhase, a Director of 
MCI Foundry.

MCI Foundry is a 
company within the 
Malondi Capital 
Investments Group, which 
also has Duvha Foundry 
within the group.

“We had recognised 
the potential for a dedicated stainless steel foundry but also 
realised we could not get it up and running overnight. We 
were also not aiming to be the most high-tech and modern 
foundry in South Africa. We just wanted to be able to supply 
stainless steel castings to satisfy the growing demand from all 
types of industries in South Africa.”

“The range of chemical compositions utilised for stainless 
steel castings are different from, and more varied, than those 
for wrought products. The composition is not limited by the 
necessity that the metal must be capable of being reduced in 
section (or shaped) by hot and/or cold working processes, for 
example rolling, forging. Thus, castings can have properties 
that often render them more suitable for, and resistant to, the 
conditions associated with some applications.”

“However, the properties 
are largely dependent on the 
cast microstructure that results 
from simple solidification. They 
are not developed or modified, 
as in wrought products, by the 
refinement which occurs during 
the hot or cold work processes 
after solidification, but may be 
developed and modified to a 
certain extent by heat 
treatment.”

The manufacture of stainless 
steel castings

“The production of stainless 
steel castings encompasses a 
large variety of different 

compositions and shapes 
with individual castings 
weighing from less than 
1kg up to several tons. 
However, the greater 
majority of stainless steel 
castings produced weigh 
between 2kg and 100kg.”

“It is therefore 
impractical to melt large 
quantities of metal, and 
most of the furnaces used 
are of relatively small 
capacity, usually less than 
a one ton furnace.”

“Stainless castings 
have a tremendously wide 
scope of application 
resulting from the ability 
to produce components of 
both complex shape and 
of compositions which 
afford excellent corrosion 
resistance and high 

temperature properties. However, cognisance must be taken 
of the fact that both mechanical properties and corrosion 
resistance may differ to those of the “equivalent” wrought 
grades.”

“Stainless castings offer an attractive, viable solution in 
many applications. The advantages include the ability to 
produce in relatively small batches (both quantity and total 
mass), complex shapes of near net shape on a reproducible 
basis, a wide variety of compositions to fulfil a wide range of 
required properties by utilising different compositions and 
heat treatments applied thereto. For the selection and design 
of stainless castings to perform to optimum levels it is vital 
that full and detailed information regarding the intended 
application be given to the foundry.”

Contamination
“Iron residue and 

contamination on stainless 
steel surfaces (either cast or 
wrought) has been a recurring 
problem for many years, 
probably since stainless steels 
were first developed. Stainless 
steels are highly corrosion 
resistant, however, stainless 
steel applications can still 
remain at risk to surface 
damage. Oxidation, corrosion, 
rusting, or staining can occur 
over the long-term in harsh 
environments without routine 
cleaning and maintenance. 

MCI Foundry concentrates 
on stainless steel castings

Although conceptualised in 2015 it is only now in 2019 that MCI Foundry 
has begun to melt metal and produce castings.

MCI Foundry is dedicated to manufacturing stainless steel castings only. 
Stainless castings have a tremendously wide scope of application resulting from 
the ability to produce components of both complex shape and of compositions 

which afford excellent corrosion resistance and high temperature properties

The melting platform at MCI Foundry 



Repeat mechanical 
damage also contributes 
to a faster degradation 
of the metal. Stainless 
steel supplied by 
reputable 
manufacturers, 
stockholders or 
fabricators will normally 
be clean and 
contamination free. 
These items should not 
show rust staining, 
unless contamination is 
introduced.”

“It is therefore very 
important for a ferrous 
foundry casting a mix of 
metals to separate the 
casting of stainless steel 
from the other metals.”

“This was one of the 
motivating factors for us 
starting MCI Foundry. 
Our sister company can take care of servicing the other 
ferrous metal requirements and we are concentrating on 
stainless steel.”

About MCI Foundry
“The foundry is situated in Nicholls Street, Chamdor, 

Gauteng and we have a 2 
600m² under roof facility 
that we are operating 
from. We have a 500kg 
and a 150kg medium 
frequency induction 
furnace at our disposal as 
well as a spectrometer, 
sand mixers, heat 
treatment and quenching 
capability, a fully equipped 
pattern shop, shot blasting 
machines and associated 
equipment.” 

“Additionally, MCI 
Foundry offers machining 
services with access to 
CNC milling, turning and 
drilling.”

“We are in the early 
stages of development of 
our client base but already 
we have cast product such 
as valves, impellers, shaft 

sleeves and plugs. Our capacity is in the region of 110 tons a 
month and we can cast up to 460kg per casting.”

“Staff numbers are at nine and this will grow as the 
company grows.”

For further details contact MCI Foundry on  
TEL: 011 762 1239.
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The MCI Foundry is run by Jeffrey Cattaert (Foundry supervisor), Mutshinyalo 
Gladys Tshivhase (Director) and Sophy Morwasehla (Administrator)

The City of Tshwane has made available 162 hectares of 
land for the new Tshwane Automotive Special Economic 
Zone (SEZ), which will be built close to Fords assembly 

plant in Silverton, Pretoria.
The zone will focus on supplying components to car 

manufacturers in Tshwane. Other auto assembly plants based 
nearby include Nissan and BMW.

Government has started constructing the new hub, which 
will have Ford as an anchor investor. 

Nine Ford suppliers have confirmed that they will set up 
operations in the new SEZ, says Ockert Berry, vice-president 
of Ford in the Middle East and Africa. 

“Having these suppliers located adjacent to the Silverton 
Assembly Plant is a crucial step towards increasing the 
efficiency of our local operations, and unleashing further 
potential increases in production capacity for the domestic 
and export markets,” Berry said.

The initial phase of the new automotive hub is expected to 
create 7 000 jobs. Once complete, the SEZ could create an 
estimated 70 000 jobs, Ford said in a statement. It is 
expected to boost employment in the surrounding 
communities of Mamelodi, Nellmapius and Eersterust.

Speaking from the site of the hub, Ramaphosa hailed the 
development as important to the economy, as the country 

works to attract investment to jumpstart the sluggish 
economic growth. He said the development will not only be a 
catalyst for growth, but will also bring jobs and support local 
industries.

“South Africa is still proving to be an attractive investment 
destination,” he said, adding that the development will help 
address the twin challenges of low growth and unemployment.

South Africa is battling stagnant economic growth, with 
the country’s GDP forecast by National Treasury to grow by 
just 0.5% this year compared to 1.5% projected earlier in the 
year. Unemployment, meanwhile, stands at a staggering 
29.1%.

Commitment to South African economy
Ford’s domestic turnover contributes over 1% to the 

country’s gross domestic product (GDP), and the company 
also has a components plant in Struandale, outside Port 
Elizabeth.

The company said its ongoing investment in the local 
operations between 2009 and 2018 amounted to R11 billion. 
Its R3 billion investment in 2016 saw it boost production 
capacity at Silverton, where 720 vehicles are produced per 
day, and around two thirds of the cars, which include the Ford 
Ranger, are destined for export markets.

Ramaphosa launches new hub  
for vehicle industry in Tshwane

President Cyril Ramaphosa has recently launched a new automotive hub outside 
Pretoria, which will host new factories for vehicle part suppliers.
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Numerous studies and articles have 
been published in recent years 
about the extent of job losses and 

high levels of unemployment in South 
Africa and the main reasons therefor. 
Many of these point to the fact that a 
major cause of these is unsustainably 
high wage levels, particularly for 
unskilled positions. Legislated high entry 
level wages in some sectors also prevent 
many companies from taking on young 
inexperienced workers and offering them 
the opportunity of acquiring vital on-the-
job skills and experience. 

South Africa’s current system of collective bargaining 
contributes greatly to this problem by allowing the dominant 
companies in a sector to negotiate wage 
rates and other conditions of employment 
with the dominant trade unions in that 
sector. Under this system, if these 
companies and trade unions are deemed to 
represent the majority of the employees 
employed by members of the employer 
organisations and trade unions registered 
with the bargaining council in the sector, 
they can apply to the Minister of Labour to 
extend these conditions to all other 
companies in the sector and, provided that 
these requirements are met, the Minister is 
obliged by law to do so.

The impact of this system in the metal 
and engineering industry has been a serious 
loss of jobs in the sector – as many as 140 000 over the past 
10 years – as well as the closure of many companies. During 
the course of 2017, the Steel and Engineering Industries 
Federation of SA (SEIFSA), together with the industry’s trade 
unions, concluded an agreement which raised the entry level 
wage in the industry to just under R50 per hour. Once the 
additional costs of other compulsory benefits have been 
added, this figure rises to well above R70 per hour. 

Wage comparison
By comparison the motor industry is at R20.09 per hour, 

the furniture industry is at R20.00 per hour, the plastics 
industry (a chamber of the Metal Industry) is at R28.21 per 
hour, the road freight industry is at R28.21 per hour and civil 
engineering is at R34.45 per hour.

The demands of the four other employer organisations in 
the sector, which in the main represent small to medium sized 
companies, were completely ignored by both SEIFSA and the 
trade unions. These demands included a lower entry level 
wage to help reduce South Africa’s crisis of unemployment by 

encouraging employers to offer jobs to 
new unskilled entrants. 

While it claims to represent the 
majority of employees in the metal and 
engineering industry, SEIFSA represents 
only 1 000 of the industry’s 10 400 
employers. Despite strong objections to 
these new wage levels by the other 
employer organisations, SEIFSA and the 
unions are currently proceeding with an 
application to the Minister to have their 
agreement extended to the other 9 400 
companies. 

Bizarrely, the current system even 

provides that those party employers which support this 
application for extension can themselves apply for an 

exemption from the new wage rates on the 
basis of unaffordability and past experience 
in the industry indicates that many will once 
again do so. 

Research indicates that the contribution 
of the manufacturing sector to GDP in South 
Africa has shrunk from 23-24% in 1994 to 
around 13% today. In a cover story which 
appeared in the Financial Mail in September 
2018, Claire Bisseker wrote that: “New 
research suggests that the lower-paid jobs 
in smaller firms are vanishing rapidly… Most 
of these were lower paying jobs occupied by 
young people.” Should the parties’ 
application for extension succeed, the result 
will be continued job losses and company 

closures in this important sector of South Africa’s 
manufacturing industry. 

The current unemployment rate plaguing South Africa is, in 
my view, the single largest problem facing the country. If 
something drastic doesn’t happen to change that fact, the 
future looks very bleak indeed. The employer-unfriendly 
settlement agreement referred to above expires in June 2020, 
which means that parties to the metal and engineering 
industry are set to enter into wage talks early next year. 

The South African Engineers and Founders Association 
(SAEFA) has been able to successfully resist the extension of 
the agreement, allowing our members to employ new 
entrants, who would otherwise not have been able to gain 
entry into the industry. If you’re an employer wishing to 
change the worrying trend of growing unemployment in the 
sector, it’s time to get involved and back those who are willing 
to oppose even further increases to the already unsustainably 
high minimum wage levels in the industry.  

This is the opinion of Gordon Angus,  
SAEFA Executive Director.

Job losses in the metal and  
engineering industry to continue

“If you’re an employer wishing to change the worrying trend of growing 
unemployment in the sector, it’s time to get involved and back those who are 

willing to oppose even further increases to the already unsustainably high 
minimum wage levels in the industry.” 



Insimbi Refractory and Alloy Supplies Limited released 
interim results on 8 October 2019 for the six-month period 
ending 31 August 2019. Despite a very challenging local 

and global economic environment, exacerbated by the impact 
of the terrible floods and labour unrest that affected Transnet 
operations in Durban earlier in the financial year which 
created a backlog at Durban port that continues to hamper 
the Group’s export of recycled metals, Insimbi has achieved 
decent growth on the back of the acquisition of Group Wreck 
in November 2018. 

Commodity and, in particular metals prices, have been 
subdued in the first six months of the year, and it is 
estimated that our weighted average basket price of products 
is between 12% and 15% down on international pricing 
compared to the same period in the previous interim 
reporting period ended 31 August 2018. Although this has 
been partially offset by a weaker currency during the period 
under review, the ZAR price of said basket is approximately 
5% lower across the board. 

Insimbi reported an 11% increase in its headline earnings 
a share from R8.47 to R9.42, while earnings a share saw a 

4% increase from R9.12 to R9.48, for the six months ended 
August 31, 2019. Revenue for the period increased by 13% 
from R2.1 billion in the prior comparable period, to R2.4 
billion, with net profit coming in at R35.8 million for the six 
months.

Acquisition of Treppo Group Proprietary Limited 
Shareholders have also been referred to the Category 2 

announcement published on SENS on 20 June 2019 wherein 
they were advised that Insimbi had extended an offer to the 
shareholder of Treppo, being Texiflash Proprietary Limited to 
acquire Treppo.

Shareholders are advised that unconditional Competition 
Commission approval has now been received, and it is 
expected that the transaction would be implemented by the 
end of October 2019.

Insimbi has declared an interim dividend of two cents a 
share for the period.

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

Insimbi – Resilience during  
tough economic conditions

Achieves decent interim growth.
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ArcelorMittal South 
Africa (AMSA), the 
domestic unit of the 

global steelmaker, has said 
that it was winding its 
Saldanha plant down and 
that it would be put on 
care and maintenance by 
the first quarter of 2020.

The closure of 
ArcelorMittal South Africa’s 
Saldanha Steel plant will 
affect roughly 900 workers 
– 550 of whom are directly 
employed by the company, 
with the remainder sub-
contracted.

AMSA’s total workforce 
is 12 000. In July it said 2 
000 jobs were potentially on the chopping block, so its 
restructuring is almost certainly not over. Indeed, AMSA said 
this was just the first phase of its asset review.

Despite government’s best efforts to halt the closure, 
which included reduced water and electricity tariffs, AMSA 
CEO, Kobus Verster, explained that Saldanha Steel was no 
longer financially sustainable.

Trade and Industry Minister, Ebrahim Patel, urged 
ArcelorMittal to rethink its position and consider selling the 
Saldanha Steel plant as opposed to shutting it down. According 

to Patel, national government and state-owned enterprises had 
attempted to work together with ArcelorMittal to avoid 
termination, noting that Saldanha Steel held positive industrial 
capacity. Patel lamented: “ArcelorMittal should consider selling 
the plant to ensure the country does not lose industrial 
capacity and that workers and communities are not displaced.”

Verster, however, explained that ownership of Saldanha 
Steel would remain with ArcelorMittal.

Verster also said high electricity costs and water tariffs 
were not the only factors and that the changing international 
competitive environment had contributed to a bleak long-term 
outlook for the steel sector.

“Globally, the steel industry is experiencing its most 
challenging time since the global financial crisis. Locally, the 
situation is exacerbated by continued weak economic growth, 
especially in steel and steel-consuming sectors, with apparent 
steel consumption at a 10-year low,” he explained.

He reiterated that Saldanha Steel is largely an export-
driven business, that had been impacted by the international 
market.

“With multiple factors at play, there is no easy solution and 

in the long-term, we don’t 
see any of the factors 
within our control 
changing.”

Verster said 
contractual domestic sales 
orders from Saldanha 
would be fulfilled by the 
Vanderbijlpark Works.

A miracle required to 
resume operations

Verster told media that 
the plant would retain a 
core staff in order to 
prevent vandalism and 
maintain the plant in a 
state such that it could 
resume operation at some 

point in time, if some miracle does happen.
Over the next few months, management will try to 

determine what type of activity can be driven from the plant  
to reduce the financial impact of its maintenance. This  
process is expected to be concluded in the first quarter  
of 2020.  

Verster noted that the financial drain on the company is a 
concern, adding that “the bottom line is that we don’t have a 
two, three or five-year timeline to resume activity at the plant.”

Saldanha Steel produced roughly one million tons of steel 

a year, but had been operating at roughly 70% capacity over 
the last five or six months. Verster said this was the lowest 
production level since the plant’s doors opened in 1998.

Ripple effects
It did not take long for the ripple effects to spread through 

South Africa’s fraying economic pipelines. 
Kumba, a producer iron ore, the key ingredient for the steel 

that AMSA produces has said in a statement that: “Following 
AMSA’s decision to wind down its steel operations at 
Saldanha, Kumba has reduced the 2019 total sales guidance 
to 41.5 to 42.5 metric tons from 42 to 43 metric tons.”

AMSA noted: “Saldanha has lost its structural competitive 
cost advantage to effectively compete in the export market, 
mainly due to raw material and regulated prices.” The latter 
would include power, rail and port costs, which have surged 
under mismanaged SOEs such as Eskom.

The company has also previously flagged weak domestic 
demand, which is hardly surprising. In such a low-growth 
environment, there will be little demand for a key industrial 
product such as steel.

Closure of the Saldanha steel plant  
by ArcelorMittal SA will have ripple effects

“Globally, the steel industry is experiencing its most challenging time  
since the global financial crisis. Locally, the situation is exacerbated  

by continued weak economic growth, especially in steel and  
steel-consuming sectors, with apparent steel consumption  

at a 10-year low,” Verster explained
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Scaw Metals’ Scrap 
Processing Division is 
the first to use 

Sennebogen material 
handlers since the German-
manufactured machines 
joined Babcock’s range of 
premium construction 
equipment available in 
southern Africa. 

The Sennebogen 830E 
electric material handlers 
were custom built to Scaw 
Metals’ specifications and are 
being used to feed a 
shredding machine, as well 
as to offload trucks. They are 
also the first Sennebogen 
machines to be used in South 
Africa for rugged scrap 
processing applications. Scaw Metals Scrap Processing 
Division, based in Germiston, operates the largest scrap 
shredder in Africa as part of its processing facilities. 

The 830E material handlers delivered to Scaw Metals’ 
Scrap Processing Division form part of Sennebogen’s E-Series, 

a new generation of 
environmentally friendly 
electrical units designed 
for demanding continuous 
use in material handling 
applications. 

The 830E units come 
with a choice of either 
electric motor or state-of-
the-art Tier 4 emission 
standard diesel engines 
with optimised engine 
settings for reduced fuel 
consumption and modern 
exhaust gas treatment for 
cleaner air. 

Scaw Metals chose an 
electric motor as it has 
the potential to reduce 
long-term operating costs 

by up to 50 percent. In addition, the emission-free, electro-
hydraulic motor is environmentally friendly and features low-
noise, vibration-free operation.  

For further details visit www.scaw.co.za or  
www.babcock.co.za  

Scaw Metals’ scrap processing  
division opts for a green solution
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At the time of the introduction of duties in 2015, NEASA 
cautioned government of the consequences of 
introducing import duties to protect South Africa’s steel 

monopoly, Arcelor Mittal South Africa (AMSA), calling it a “slow 
poison” causing the inevitable and painful demise of the steel 
downstream. Since then, many steel companies have shut 
down and in the recent weeks some prominent names, 
including Robor, either downsized substantially or even closed 
their doors. The effect of the “slow poison” is becoming more 
and more apparent.

In 2015, government introduced a 10 per cent ad valorem 
duty and soon thereafter a further 12 per cent safeguard duty 
on hot rolled steel, which is the raw material that steel 
companies use as input material for their production 
processes. The effect that this had on Robor, a world class 
tube producer, was devastating – as is the case with many 

companies. The death knell in the case of Robor was the 58 
per cent increase in imports of finished products. Robor is not 
the only victim – many companies are severely negatively 
affected by the duties protecting AMSA. 

Protecting AMSA, South Africa’s only primary steel 
producer, discourages downstream manufacturing and 
encourages the imports of finished products, which, in most 
cases, attracts no import duties. We must hasten to mention 
that the introduction of duties on the imports of finished 
products – due to administrative inabilities and the risk of 
corruption and manipulation – is not a viable option either.

Having protection for the primary steel producer and no 
protection against the imports of finished products, is having 
the worst possible effect on all role players in the steel 
downstream – both business and labour (jobs). It is National 
Employers’ Association of South Africa’s (NEASA) view that 
since the notion of the protection against the importation of 
finished goods is not practical, duties therefore need to be 
scrapped in its entirety.

No matter where it happens and whatever the reason, 
each job lost is a tragic occurrence. The trauma suffered by 
an individual and his/her dependents during and after a 
retrenchment is immense. The effect on broader society goes 
deep. It is against this background that we point out that the 
potential job losses at AMSA, in the case of the scrapping of 
all duties, is substantially less than jobs actually lost 
(nationally) as a result of the current duties arrangement.

Even as a weapon in a trade war, as is the case between 
the USA against China, the effectiveness of duties still has to 
be proven. However, as a tool to protect a monopoly, as is the 
case with AMSA, it is highly inappropriate and is always bound 
to fail – resulting in losses for all involved. 

One can only hope that recent events are causing 
government to have an in-depth reflection on its current 
stance on duties, both in respect of extending the scope of 
the current duties arrangement, and in respect of the 
continuation of the current protectionist arrangement in 
respect of AMSA. 

South Africa can no longer afford to protect AMSA. The 
current attempt to do so will prove futile in the face of modern 
steel mills worldwide, against which AMSA will never be able 
to compete. The continued attempt to protect AMSA, to the 
detriment of the steel downstream, will overall prove to be 
very costly. 

Bold action is urgently required.

This is an opinion press release by Gerhard Papenfus,  
Chief Executive of the National Employers’  

Association of South Africa (NEASA).

Steel import duties might be  
utilised as a weapon in a trade war.

However, it is not appropriate for the  
South African steel industry

 The news of the closure of Robor, a 90-year-old South African blue-chip steel 
producer, has recently occupied industrial news headlines.
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The following companies are thanked for sponsorship of 
prizes, tee boxes and greens: Ametex, Atvants Patterns, 
Ceramic & Alloy Specialists, ChemSystems, Durrans 

RMS Group, Duvha Foundry, 
Endeco Omega Sinto, FP 
Speciality, Foseco South 
Africa, Grinding Techniques, 
IMP Scientific, Insimbi Alloy 
Supplies, JC Impellers CC, 
Mineral Zone, Mondeco, 
Mustang Foundry, Pentagon 
Resources, RelyIntraCast, 
RM Solutions SAEFA, SAIF, 
SI Group HA South Africa, 
Spectech SA, Thos Begbie, 
UJ and VIP Metals.

The competition on the 
day was four ball alliance 
with two scores to count.

First on the day with 88 
points were Arthur Spires, 
Gabriel Sekgwele, Bettie 
Knoessen and Seun 
Potgieter. Second on 84 

points were Divan Kapp, Danny Muller, Willie Groenewald 
and Johan Pullen. Cobus van der Walt, Marc Scholtz, Naas 
Grobler and Gavin McClennan were third on 82 points

The closest to the pin 
prizes on the 5th, 7th, 11th 
and 15th holes were 
sponsored by SI Group HA, 
ChemSystems Foundry 
Division, Insimbi Alloy 
Supplies and Thos Begbie. 
The longest drive prizes on 
holes 3, 4 and 18 were 
sponsored by Pentagon 
Resources, VIP Recycle and 
SAEFA, respectively. The 
nearest to the pin in two on 
the par four holes 2 and 16 
were sponsored by Foseco 
South Africa and Spectech 
SA.

The SAIF would also like 
to thank the behind the 
scenes workers who made 
the day a success.

SAIF 2019 Annual Golf Day
The South African Institute of Foundrymens’ Annual Golf Day took place on 

Thursday 14th November 2019. The event was held at the Reading Country Club.

First on the day with 88 points were Arthur Spires, Gabriel Sekgwele, 
Bettie Knoessen and Seun Potgieter, all of Thos Begbie. With them is 

SAIF board member Janley Kotze (second left) 

 Second on 84 points were Divan Kapp, Danny Muller and 
Willie Groenewald all of Thos Begbie and Johan Pullen of 

nfinity IT Solutions

Nearest to the pin in two on the 2nd was won by Dries 
Saayman (Vaal Metallurgical Laboratories). Warren Zandberg 

of sponsors Foseco South Africa handed over the prize

Third on the day were Cobus van der Walt (Knights Foundry) 
Marc Scholtz (Interwaste) Naas Grobler (VIP Recycle) and 

Gavin McClennan (Jay Bee Castings) with a score of 82 points

ChemSystems Foundry Division sponsored the nearest to the 
pin on the 7th hole, which was won by Willie Groenewald. 
Lance Dell (right) of the sponsors handed over the prize
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Nearest to the pin prize on the 15th was won by Rob Norrie 
(MIS Engineering). Joubert Groenewald (left) of sponsors  

Thos Begbie handed over the prize

Longest day prize went to Zaid Syed and Jacques Swanepoel. 
The other two team members, Ilone Chetty and Barno Pieters, 

did a ‘runner’ before prize giving

Closest to the pin on the 11th hole was won by Rob Gordon. 
John Brotherton collected the prize on his behalf. Len Hutton 

(right) of sponsors Insimbi Alloy Supplies handed over the prize

Coming in fourth on the day were Brian Clough (Ceramic and 
Alloy Specialists), Eddie Bedser (Alcutech), Gary ‘voël’ van der 
Elst (Wahl Industries) and Gary Kimble (Windsor Metals). They 

are seen with SAIF Board member Janley Kotze (second left)

Pentagon Resources sponsored the longest drive prize on the 
3rd, which was won by Kyle Klassens. Adam Levin of sponsors 

Pentagon Resources handed over the prize

SAEFA sponsored the prize for the longest drive on the 18th 
hole. David Anderson (right) of SAEFA handed over the prize 

to winner Kyle Classens

Closest to the pin on the 5th hole was won by Byron van 
Niekerk (RC Systems). Abraham Klopper and Antoinette 

Swanepoel of sponsors SI Group HA handed over the prize

VIP Recycle sponsored the prize for the longest drive on the 
4th hole. Naas Grobler of VIP Recycle handed over the prize 

to Adam Levin of Pentagon Resources who collected the prize 
on behalf of the winner, his colleague Joshua van Flymen 





38   castings sa   vol 20 no 4   December 2019

Superhydrophobic materials, which are excellent at 
repelling water, can be extremely useful for a whole 
range of reasons, both obvious and not-so-obvious. They 

can prevent ice from building up on surfaces, make 
electronics waterproof, make ships more efficient or keep 

people from peeing in public. Now engineers have found a 
quirky new use for superhydrophobic materials, making 
‘unsinkable’ metals that stay floating even when punctured.

Superhydrophobic materials get their water-repelling 
properties by trapping air in complex surfaces. These air 
bubbles make it hard for water to stick, so droplets instead 
bounce or roll right off. But, of course, air also makes things 
buoyant, so the team set out to test how superhydrophobic 
materials could be used to make objects that float better.

The researchers used ultra-fast laser pulses to etch 
microscale and nanoscale patterns onto the surfaces. That 
traps large volumes of air, making the metals both 
superhydrophobic and buoyant. But the problem was that 
these complex surfaces would eventually wear away due to 
friction in the water, reducing the effectiveness of both of 
those properties.

So the researchers came up with a creative solution. They 
built structures made up of two treated aluminium surfaces 
facing each other, connected by a small central pole. The 
distance between the two plates was carefully chosen to trap 
the maximum amount of air, like a waterproof compartment in 
the middle.

The end result is virtually unsinkable, the team says. After 
being weighed down for two months, the structures jumped 
back to the surface as soon as the load was removed. Even 
damaging the surfaces didn’t make them sink. The team 
drilled six holes in them measuring 3mm, and one measuring 
6mm, and the structures stayed afloat. Apparently, enough air 
remains trapped in other parts of the structure.

The researchers say that the etching technique could be 
used on basically any metal or other material, and the 
resulting unsinkable devices could have a range of potential 
applications. Ships and flotation devices could stay afloat 
even after sustaining heavy damage, and electronic 
monitoring devices could keep running for long periods 
underwater.

The work was conducted by scientists at the University of 
Rochester and the Changchun Institute of Optics, Fine 
Mechanics, and Physics in China.

The research was published in the journal ACS Applied 
Materials and Interfaces. 

Spiders and ants inspire  
metal that won’t sink

‘Unsinkable metal’ stays afloat even with holes punched in it.

international news
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Mitsubishi Heavy Industries (MHI) and Primetals 
Technologies will acquire ABP from CM Acquisitions, a 
Chicago-based private equity firm. MHI and Primetals 

Technologies will jointly take ABP’s shares. Future business 
activities will be conducted in close cooperation with and 
under the leadership of Primetals Technologies. The 
completion of the acquisition of ABP is subject to the approval 
of the relevant authorities.

ABP exclusively provides special induction heaters to 
Primetals Technologies for endless strip production, which 
helps provide a competitive edge. 

“ABP’s induction heaters are one of the most crucial 
elements for endless strip production, a flagship process for 
Primetals Technologies. With ABP becoming one of MHI’s 
group companies and the further close ties that will bring, we 
can develop and provide customers with even more advanced 
technologies. Also, with the acquisition of ABP, we combine its 
competence in induction heating and related activities with 
our know-how as a worldwide engineering, plant-building, 
lifecycle services and digitalisation partner for the metals 
industry,” said Satoru Iijima, Chairman of the Board and CEO 

of Primetals Technologies. 
“ABP’s well-experienced portfolio and its know-how will 

certainly complement our wide range of customer plants, 
namely mini mills and long rolling plants, especially in 
emerging markets, as well as in endless strip production.”

Till Schreiter, CEO of ABP, added: “ABP’s state-of-art 
induction products and technology-driven culture will fit well 
with both shareholders. Through a closer tie-up with MHI and 
Primetals Technologies, ABP can pursue further growth 
potentials, which will also lead to a contribution to them.” 

With MHI and Primetals Technologies, ABP has access to 
their resources worldwide, which will improve ABP’s global 
market presence, provide opportunities to develop new 
business sectors, and drive digitalisation. 

“This will assure long-term stability for our facilities, 
employees and customers.”

ABP will be a group company of MHI under the ownership 
of Mitsubishi Heavy Industries America, Inc., headquartered in 
Houston, Texas, USA and Primetals Technologies USA LLC, 
Alpharetta, Georgia, USA.

For further information visit www.abpinduction.com

MHI and Primetals 
Technologies to acquire 

ABP Induction
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Construction is proceeding toward a 2020 start-up for 
Scania AB’s €129 million greenfield foundry near 
Södertälje, Sweden, where it intends to triple its output 

of diesel engine blocks and cylinder heads for commercial 
vehicles to 90 000 metric tons per year, with about 50% lower 
energy consumption and improved environmental impact over 
the century-old foundry it will replace.

“A completely new plant is the most cost-efficient solution 
and the best alternative from an environmental and quality 
standpoint when it comes to the future supply of strategically 
important parts for our engine production,” stated Ruthger de 
Vries, executive vice president and head of Production and 
Logistics at Scania, when the new 
foundry was announced in 2017. 

Two of the equipment contractors 
to the project have detailed their 
contributions. In December 2019, 
Didion International will deliver a 
Didion® rotary sand reclaimer that 
crushes, scrubs, screens, and 
classifies large, chemically bonded 
lumps down to grain size while 
separating tramp metal and debris.  

The new foundry will also 
incorporate an Omega Sinto USR 
rotary sand reclaimer to process 16 
tons per hour of spent green sand 
and return it for cold-box coremaking. 
While standard green sand 
reclamation involves pneumatic sand impingement on a steel 

target, followed by a thermal reclaimer, a cooler/classifier 
(and possibly an additional mechanical reclamation 
treatment), the Omega Sinto system uses the sand or 
ceramic media’s natural scrubbing action in combination with 
high-speed ceramic rollers to remove clay, carbon, and other 
contaminates that are detrimental to coremaking. According 
to the developer, the effective and efficient system is also 
less capital-intensive, without the permitting and high-
operating cost of a thermal reclaimer.

Earlier this year SinterCast AB announced that Scania will 
adopt its System 4000 Plus process control system, the first 
installation for the fourth generation of the technology for 

producing compacted-graphite iron. 
SinterCast estimated the initial value 
of the project at $550 000. Scania 
has been producing CGI using 
SinterCast technology at the existing 
Södertälje foundry since 2013.

The present foundry was 
established in 1914 and is situated 
near the city in eastern Sweden, 
while the new plant will be built 
outside the city at an industrial 
estate. The capital investment is 
reportedly one of the largest the 
manufacturer has made to date, 
following a comprehensive review of 
alternative plans, including 
remodelling the vintage foundry and 

sourcing its casting requirements from third-party producers.

Scania invests in Omega Sinto’s 
mechanical green sand to core  

sand reclamation system
Didion and Sinto will provide sand processing and reclamation systems 

for the 90 000 tons per annum iron casting operation, starting up in 2020.

The World Foundry Organisation has published the 2019 
WFO Global Foundry Report, giving a snapshot indication 
of the current state of the global foundry sector.

The report includes detailed analysis from 26 of the WFO 
member countries to provide information on output trends, 
market strengths and relevant issues such as energy costs 
and skills analysis.

Offering highly valuable information, the report has been 
conducted by the leading global body for the cast metals 
sector and is available to all member countries to pass on to 
companies in their region.

For more information contact your WFO member 
association as listed at www.thewfo.com or contact the WFO 
general secretary Andrew Turner, email: andrew@thewfo.com

2019 WFO Global Foundry Report
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Quaker Houghton has announced it has agreed to 
acquire the operating divisions of Norman Hay plc, a 
private UK company with a strong global presence that 

provides speciality chemicals, operating equipment and 
services to industrial end markets. 

Norman Hay plc serves a number of parallel as well as 
complementary industries including aerospace, automotive, 
oil and gas and power generation through four divisions:

Ultraseal – a global provider of impregnation technology, 
including porosity sealants, and associated chemistry and 
equipment for die-cast components.

SIFCO ASC – a global provider of surface treatment 
solutions through selective electroplating, anodising, chemical 
solutions and engineering solutions.

Surface Technology – a speciality provider of surface 
treatment solutions including coatings, thermal sprays, plating 
and other ancillary services.

Norman Hay Engineering – a provider of design and 
engineering services that support surface treatment plants 
and equipment for the Ultraseal, SIFCO ASC and Surface 
Technology businesses as well as additional third-party 

industrial engineering applications.
Norman Hay will thus add impregnation chemicals and 

equipment, special coating and metal finishing businesses 
and process engineering capabilities to Quaker Houghton’s 
comprehensive global product portfolio. This acquisition is 
expected to close in October 2019.

“This acquisition represents an opportunity to add new 
technologies with good growth characteristics in attractive 
core market segments with high barriers to entry such as die-
casting, automotive OEM and aerospace. We also believe it 
provides a strategic opportunity to take advantage of external 
market trends such as the light-weighting of vehicles and 3D 
printing where we have the opportunity to leverage our global 
footprint and complementary geographic strengths. In 
addition, Norman Hay’s engineering expertise, which includes 
robotics applications, strengthens the existing equipment 
solutions platform inside Quaker Houghton and further 
positions the company for Industry 4.0,” said Michael F Barry, 
chairman, chief executive officer and president of Quaker 
Houghton.

For further details visit www.quakerhoughton.com

Quaker Houghton acquires  
operating divisions of Norman Hay plc

Strengthens portfolio and capabilities with acquisition.
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From 14th to 16th January 2020 the Exhibition Centre 
Nuremberg will once more become the meeting place for 
the die-casting industry. In 2020 the international trade 

fair will offer the Die-Casting Conference with a top quality 
lecture programme, special shows, the additive manufacturing 
pavilion and the Euroguss Talent Award.

Euroguss 
made a splash 
with strong growth 
in exhibitor 
numbers the last 
time it was held. 
And the success 
story will continue 
in 2020. 

“The 
preparations for 
Euroguss 2020 
could not have 
been better. All 
four halls are 
already fully 
booked, with 
growth of 17 per 
cent, which shows 
we are absolutely 
on the right track 
with our trade fair 
strategy. All 
important die-casting foundries and their suppliers are once 
again represented among the exhibitors. That is a positive 
sign, especially considering the rather weak state of the 
economy, with regard to the automobile industry and its 
suppliers in particular, which includes the die-casting 
foundries. For us, it is proof that Euroguss is perceived as the 

meeting point for the die-casting industry,” comments 
Christopher Boss, Director and International Product Manager 
of Euroguss.

Products cover the entire die-casting value chain
More than half of the 700 exhibitors at Euroguss are 

international. After 
Germany, the 
largest contingent 
of exhibitors 
comes from Italy, 
followed by Turkey, 
Spain, Austria and 
Switzerland. Die-
casting foundries 
constitute the 
largest group of 
exhibitors, at 
about 39 per cent. 
The balance of the 
exhibitors will be 
showcasing die-
casting 
technologies 
including 
machines, 
peripheral devices, 
furnaces, moulds, 
metals, alloys, and 

parting agents and operating materials. There are also 
products and services for after treatment of castings, quality 
assurance, control and drive technology, rapid prototyping, 
and software. Other highlights include the special shows 
Research for Knowledge and Surface Technology.

For further details visit www.euroguss.de

Euroguss 2020

Just over a year after the rescue of Neue Halberg Guss, the 
automotive supplier Guswerke Saarbrücken has applied 
for insolvency, according to reports. Apparently the district 

court of Sulzbach, Germany appointed Franz Abel von Abel 
and colleagues as the provisional administrator. Dr. Alexander 
Höpfner of BBL Bernsau Brockdorff & Partner joined the 
management of the Saarbrücken site as a representative of 
the law firm, which One Square Advisor took over at the end of 
2018 together with the Leipzig casting works.

The Leipzig sister company of the insolvent Guswerke 
Saarbrücken, with its approximately 500 employees, is not 
affected according to media reports. Although it has been 
reported now that Gusswerke Leipzig (formerly Halberg Guss) 
has also now filed for bankruptcy. This is despite the order 
situation being stable, the customers are staying loyal and the 
machines are busy.

The former managing director of both locations, Michael 
Capitain, still remains in office. At his side is the Frankfurt-
based BBL partner Höpfner. The manufacturer of castings for 
the automotive industry still employs 1 100 people at the 
Saarbrücken location.

In the run-up to the bankruptcy, negotiations between the 
owners, the Saarland and major customers General Motors, 
Deutz and Volkswagen had failed. Only at the end of last year 
did the workforce celebrate an elaborate deal between the 
Munich restructuring consultant One Square Advisors and the 
former shareholder Prevent. With debt from Deutz and 
General Motors they bought the auto parts supplier and 
united the two foundries under the umbrella of Avir Guss.

After months of dispute, the then change of ownership 
ended the dispute between the engine manufacturer Deutz 
and the Prevent Group. 

Bankruptcy: Next crisis  
for the former Neue Halberg Guss



In 2018, sales of the German foundry 
machinery manufacturers exceeded 
expectations, with growth of 17 per 

cent nominally, reaching a new record. 
However, domestic production failed to 
keep pace, falling by 14 per cent to 
€927 million*, reports VDMA 
Metallurgy, the German association for 
mechanical engineering equipment.

Compared with the high volume of 
sales recorded in 2017, orders 
received fell slightly, by 2 per cent, in 
2018. However, a clear trend was 
apparent in the first quarter of 2019. 

Compared with the upward trend 
seen in 2018, orders received were 
almost halved. Orders from countries 
outside the Eurozone continued their 
upward trend up to the end of 2018, 
growing by 20 per cent in 2018 
compared with 2017. After the end of 
2018, the trend was reversed, as had 
previously been the case with orders 
from the Eurozone.

World trade in foundry machinery on 
the upswing in 2018

According to estimates made by 
the specialist association, world trade 
in the foundry machinery sector 
increased by five per cent in 2018, to 
a level slightly above €2.3 billion**. 
On average, exports from the five 
largest supplier countries of foundry 
machinery – China, Germany, Italy, 
Japan and South Korea – were above 
the value for 2017 last year (+8 per 
cent). In addition to German exports, 
deliveries from China (+5 per cent) 
and Italy also grew (+15 per cent).

German foundry machinery exports in 
2018 up 11 per cent on previous year

In 2018 as a whole, German 
foundry machinery manufacturers 
exported 11 per cent more than the 
previous year (€175 million***). 
There was strong growth in exports to 
China (+35 per cent), the largest 
market for foundry machinery from 
Germany, and to Mexico (+40 per 
cent) and Turkey (+76 per cent). 
Exports to the USA (-18 per cent) 
recorded the second fall in succession. Deliveries to the 

EU28 countries grew slightly by 6 per 
cent, with these countries accounting 
for 44 per cent in total exports by the 
sector. In addition to increased 
deliveries to Sweden (+48 per cent), 
there was also significant growth in 
exports to the Iberian Peninsula, 
which more than doubled compared 
with the previous year.

2019 – fall in sales expected in the 
single-digit range

As in many EU countries, the 
business climate in large areas of the 
world in key customer industries for 
castings, including machinery and 
automobile production, has once 
again become more sluggish. In 
addition, it has not yet been possible 
to settle the conditions for Brexit or 
the trade dispute between China and 
the USA. A glance at purchasing 
manager indices indicates a patchy 
scenario. While pessimism 
predominates in the EU, the indices 
in the BRIC countries, especially 
Brazil, Russia and India, in addition 
to the USA, are still above the growth 
threshold of 50 index points. Starting 
from the very high value of the 
previous year, the specialist 
association expects a fall in sales in 
the high single-digit range in 2019. 
Vigorous ordering following this year’s 
GIFA, the main industry showcase, 
will probably only counteract this 
trend by the end of the year at the 
earliest.

“The results of recent economic 
surveys clearly indicate that German 
foundry machinery manufacturers 
continue to face a wide range of 
challenges. In addition to the many 
barriers to trade and associated 
deterioration in economic conditions, 
other issues include the further 
development of drive systems and 
e-mobility. Automation and 
digitalisation are other focus topics, 
together with financing and support 
for research,” said Dr Timo Wu¨rz, 
managing director of the metallurgy 
specialist association.  

www.vdma.org/metallurgy Twitter: @VDMAonline

Sales of German foundry  
machinery up by 17 per cent in 2018

*  Production figures are provisional and may be revised over the next few months.
**  Worldwide export data for 2018 is not yet available in full (values from countries such as Singapore and Turkey are missing).
***  The nomenclature of official statistics means that it is not possible to give an overall figure for foundry machinery exports.  
 The areas of ‘sand preparation systems for foundries’ and ‘production of moulds’ cannot be precisely defined in the export  
 statistics and are not included in the data stated.
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Altair, a global technology 
company providing solutions 
in product development, high-

performance computing and data 
analytics has launched its new 3D 
design and rendering solution Altair 
Inspire Studio.

Altair Inspire Studio enables 
designers, architects and digital 
artists to create, evaluate and 
visualise design ideas faster than 
ever before.

Inspire Studio is a new solution for innovative designers, 
architects and digital artists to create, evaluate and visualise 
designs faster than ever before. With unrivaled flexibility and 
precision, its unique construction history feature along with 
multiple modeling techniques empowers users throughout 
the creative process. Building on the functions of Altair 
Evolve, Inspire Studio introduces a sleek, enhanced user 
experience. Each tool and workflow are now optimised for an 
efficient design experience from initial sketches to exploring 
styling with freeform, solid and PolyNURBS parametric 
modelling.

Also included in the launch is Inspire Render, a 3D 
rendering and animation software that enables users to 
quickly generate photorealistic renderings and animations of 
their products with physically-based lighting.

“We are very pleased with these two new solutions for 
the global industrial design community. Inspire Studio builds 
on our previous industrial design tool, Evolve, while going 
beyond Evolve’s capabilities. Inspire Studio will enhance 

designers’ creativity by letting 
them drive their designs. It offers 
an intuitive user interface and a 
powerful construction history, 
allowing them to quickly create 
and explore multiple iterations of 
their design. Relying on the same 
modern user experience with 
powerful interactive, full 
progressive and retracing 
rendering engine, Inspire Render 
will help designers quickly run 

photorealistic renderings and walkthrough animations on 
GPUs and CPUs,” said James Dagg, CTO at Altair.

Running on both MacOS and Windows as a standalone 
product or under Altair’s flexible units-based licensing model, 
Inspire Studio and Inspire Render open up designers’ 
creativity from the constraints of traditional CAD tools, all 
while ensuring the export of robust digital models for product 
development.

“Altair Inspire Studio is the ideal tool that enables me to 
experiment, research, and discover shapes that otherwise 
would be just an idea, an image in my mind,” explained Luca 
Palmini, designer and owner of Row Design, an Italian 
fashion and accessories studio.

“As a designer, I appreciate the quality of the modeller 
and the simplicity of managing individual components, 
allowing me to continuously apply changes in the quest for 
the perfect balance between form and function.”

For further details contact Altair Engineering on  
TEL: 021 831 1500 or visit www.altair.co.za

Altair launches all-in-one industrial 
design solutions Inspire Studio and Inspire 

Render for optimised 3D modelling

product review

Morgan Advanced Materials credits ‘a technological 
advance in materials science’ for new series of 
crucibles developed by Morgan’s Molten Metal 

Systems business, claiming these units will last more than 
50% longer than previously available crucibles used for 
aluminium casting.

VAluStar crucibles are highly resistant to oxidation at low 
temperatures thanks to Morgan’s proprietary glazes, and are 
particularly well suited to holding aluminium and aluminium 
alloys in electric resistance furnaces. These high density, clay-
bonded, iso-statically pressed crucibles have a high graphite 
and silicon carbide content. 

Longer lasting crucibles  
for aluminium - Morgan 
Advanced Materials
High density, clay-bonded, iso-statically pressed crucibles 
have a high graphite and silicon carbide content.





“We are confident they will add huge value to the 
aluminium casting industry by reducing downtime and 
maintenance, therefore increasing productivity,” according to 
Robin White, general manager.

“Our new family of crucibles has been developed to resist 
oxidation, which is a common challenge for operators in 
modern foundries and cast houses. We’ve rigorously tested 
them against other crucibles in similar operating conditions, 
and VAluStar has shown that it has a significantly longer 
lifetime than all other iso-statically pressed crucibles in low 
temperature applications,” White continued.

To demonstrate 
the difference, 
Morgan tested the 
VAluStar in a 
24-hour, 
aluminium melting 
and holding 
application against 
a conventional iso-
statically pressed 
crucible. The latter 
needed to be 
replaced after eight 
months due to a 
reduction in 
thermal 
conductivity and 
when top brim 
cracks occurred 
due to oxidation.

Meanwhile, the 
BNS 200 VAluStar 
crucible’s lifetime 
was 14 months, 
exceeding the 
conventional 
crucible’s service 
life by 75% in 
similar conditions. 
As well as the 
extended life of the 
crucible, thermal 
productivity was 
improved by 24%.

Both crucibles 
were split in half 
for analysis. While 
the conventional 
crucible showed 
brim oxidation and 
oxidation nests, 
the VAluStar 
crucible only 
showed a slight 
brim oxidation, 
which was caused 
by the insulation 
fibre.

VAluStar 
crucibles are 
finished with a blue 
Low Temperature 
Protection (LTP) 
coating. Typical 
metal casting 
temperature is 
between 700 and 

1000°C.

Pattern range
VAluStar crucibles are available in wide range of shapes 

and sizes, as per Morgan’s current range of crucible models 
i.e. A, BU, BN, TP and TBN. The crucible can also be supplied 
with specialised and patented coatings developed by Morgan 
Molten Metal Systems to enhance specific properties required 
in the application.

For further details contact Keegor Meltech on  
TEL: 011 421 0711 or Eddie Short on 082 460 1593.
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Today the influence of a coating applied at a thickness of 
about three human hairs goes way beyond the actual 
cast component. It can beneficially improve the surface 

roughness resulting in an improvement of the performance of 
the engine and extend the service interval frequency of 
modern combustion engines.

The choice of the right refractory 
coating during casting production can 
influence engine performance to a 
degree that longer service intervals can 
be applied as well as the replacement 
of cooling and lubrication fluids 
reduced. These improvements can 
contribute directly to environmental 
requirements laid down by Euro 6 and 
future Euro 7 regulations.

The new range of ‘Inner Cleanliness’ 
coatings from Foseco will help 
automotive foundries to deliver the 
increasing quality demands specified 
for the next generations of emission-
reduced and performance-enhanced 
internal combustion engines.

The major benefits of Semco IC 
include a reduction of remaining dirt in 
inaccessible parts of the engine (head 

and block), a reduction of rework and cleaning costs, an 
improvement of engine performance, an extension of service 
intervals, CO2 emission reduction and reduced impurities in 
the cooling circulation system.

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

Foseco’s Semco IC –  
A new foundry coating improving  

inner cleanliness for the latest  
engine technology

Kennametal has formed a new Additive Manufacturing 
materials and production business unit, Kennametal 
Additive Manufacturing, as part of its infrastructure 

segment. The new business unit, which has reportedly begun 
shipping production parts to customers, combines the 
company’s experience in materials science and wear-resistant 
solutions with its AM capabilities to supply high-performance 
metal powders and finished AM parts for wear, erosion, 
corrosion, and high temperature applications.

Kennametal has been leveraging AM materials and 
processes within its existing businesses for some time to 
manufacture prototype components and cutting tools. Most 
recently, it was reported by Cutting Tool Engineering (CTE) to 
have developed a metal additively manufactured stator bore 
tool to meet growing customer demand for lighter weight 
tooling solutions to machine components for hybrid and 
electric vehicles. 

E-mobility components are typically machined on small, 
low-power CNC machining centers that require lightweight 
tooling. By using AM, Kennametal was able to produce a 

stator bore tool, which weighs half as much as its 
conventionally manufactured equivalent, while meeting the 
same accuracy, roundness and surface finish requirements 
for boring of aluminium motor bodies.

The stator bore also incorporated cooling channels, made 
possible by AM, to maximise the tool’s productivity and 
lifespan.

The new Kennametal Additive Manufacturing business is 
expected to build on these capabilities to offer comprehensive 
AM solutions, from raw material to finished part. The 
company’s gas atomisation powder production capabilities 
reportedly enable it to supply cobalt, nickel, and iron powders 
optimised for specific AM processes, while at its R&D pilot 
production and prototyping centre in Latrobe, Pennsylvania, 
USA the business uses both Laser Powder Bed Fusion (L-PBF) 
and Binder Jetting and has post-processing capabilities 
including sintering, Hot Isostatic Pressing (HIP) and 
machining.

For more information contact Kennametal South Africa  
on TEL: 011 748 9300 or visit www.kennametal.com

Kennametal launches 
Additive Manufacturing business unit
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Hexagon Manufacturing Intelligence has introduced the 
RS6 Laser Scanner for the new generation of Absolute 
Arm portable measuring arm systems launched in 2018. 

It offers extremely high-density point-cloud data collection at 
high speeds and high accuracy. The RS6 delivers productivity 
improvements over competing scanning solutions through the 
introduction of SHINE, an advanced set of algorithms that 
allows RS6 to measure at the highest quality and accuracy 
setting with no reduction in laser-scan line width or scanning 
frame rate.

The RS6 Laser Scanner boasts a scan line that is 150mm 
wide at mid-range, representing a greater than 30% increase 
in surface area covered by each scan movement compared to 
the previous generation Absolute Arm laser scanner. The 
scanner also measures faster than its predecessor, with a 3X 
increase in frame rate to 300 Hertz, meaning scanning can be 
performed three times faster with no loss of point-cloud detail.

“Often, the problem with high-performance laser scanners 
is that their advertised acquisition speeds seem incredible, yet 
when you measure with them in the real world, provisos and 

conditions mean that the performance isn’t actually that 
special. Our new SHINE technology means that users can scan 
at full speed with the full laser width all of the time, on all 
parts,” according to Anthony Vianna, Product Manager for 
Absolute Arm systems.

This technology means that there’s no need to learn many 
complex combinations of settings depending on accuracy and 
surface-type requirements. With SHINE, the RS6 is 
permanently ready to scan any material at full accuracy with 
no reduction in frame rate, scan line width, or data quality.

Like the RS5 Laser Scanner, the RS6 can be completely 
removed from the arm in just seconds to allow for easier 
handling when not in use. Thanks to its innovative repeatable 
mounting system, it can then be remounted just as quickly 
and with no need for recalibration when scanning functionality 
is again required. The RS6 also boasts a unique laser 
targeting grid designed to simplify measurement alignment. 
Combined with the numerous usability features built into the 
new generation of Absolute Arm models, the RS6 is laser-
focused on making it easier to scan better.

The RS6 Laser Scanner is available for purchase as a 
complete system with a new Absolute Arm 7-Axis, and as a 
retro-fit for already purchased current generation Absolute Arm 
7-Axis systems.

For more information contact Retecon on  
TEL: 011 976 8600 or visit www.retecon.co.za

Hexagon  
high-productivity  
3D laser scanner

High-density point-cloud data collection  
at high speeds and with high accuracy.

When it comes to Positive Material Identification (PMI), 
Bruker provides a fast, easy and completely non-
destructive analysis method for every metal 

component: XRF PMI guns. Whatever industry 
you are in, alloy component reliability, 
traceability, and safety are of the utmost 
importance. Whether you are testing small 
solder joints on aircraft circuit boards or miles 
of pipeline in a petrochemical refinery, a 100% 
positive material identification and verification 
program can eliminate costly alloy mix-ups, 
improve product quality, and prevent injuries 
or even loss-of-life.

Bruker’s Q2 ION is one of the smallest 
and lightest ultra-compact spark emission 
spectrometer for metal analysis available 
today. An affordable price and low operational 
costs make this spectrometer the ideal tool 
for smaller and medium-size businesses.

The most compact metals analyser from 

Bruker weighs less than 28kg, has iron, copper and 
aluminium matrixes available on one instrument, has an 
integrated unit featuring a built in computer and touch screen 

and the full spectrum coverage is 170 to 685nm.
Applications include iron and steel and its 

alloys, aluminium and its alloys and copper and 
its alloys. Further applications upon request.

Besides the classical analysis workflow, the 
Q2 ION now also offers a dedicated workflow for 
positive material identification (PMI), especially 
useful for incoming material testing and quality 

control of metal alloys.
Its design makes Q2 ION very compact and 

ultra-light. It can easily be brought to a nearby 
site for analysis. Despite its low weight, it is 
suitable for applications in which ruggedness is 
required.

For more information contact IMP  
on TEL: 011 916 5000 or email  
info@imp.co.za or visit website www.imp.co.za

Bruker’s XRF PMI guns and  
Q2 ION spark emission spectrometer






