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We are supposed to start the 
new year off in a positive frame 
of mind after having a well-

earned break during the holiday period. 
However, this year has not started 

off on a positive note. I was greeted 
with the news that the dti had turned 
down the SAIF’s application for a 
national pavilion at GIFA 2019 and this 
has now been confirmed in a statement 
issued by the SAIF: “The dti has 
unfortunately not approved a South 
African National Pavilion for GIFA 2019. 

The reason given for this is the need to reduce events due to 
redirected finances to fiscal support, therefore the consideration 
for the return on investment when considering assistance for this 
event and considering the geographical spread and sectorial 
displacement, GIFA has fallen out of the scope of consideration for 
the assistance of a National Pavilion.”

As I said to the metals desk at the dti this could be very 
damaging to the South African foundry industry. There has always 
been a National Pavilion at GIFA since 1994 and with no 
participation at this year’s exhibition questions such as “is the 
South African foundry industry in trouble?” could be asked. This 
decision follows closely on the fact that no official from the SAIF or 
the NFTN attending the 73rd World Foundry Congress held in 
Poland last year (2018). As South Africa were the hosts for the 
same event in 2017 some official representation should have 
been sent.

Nevertheless, there is still an opportunity for industry to 
participate in this event through the Export Marketing and 
Investment Assistance (EMIA) programme. The purpose of 
assistance under the EMIA scheme is to partially compensate 
exporters for costs incurred in respect of activities aimed at 
developing export markets for South African products and services 
and to recruit new foreign direct investment (FDI) into South Africa.

Individual companies can apply for the assistance but there is 
a general qualifying criteria and mandatory conditions that have to 

be fulfilled. Financial assistance to the manufacturing and services 
industries is limited to the dti’s priority sectors including the IPAP 
sectors. Metal fabrication and automotive products and 
components make up this qualifying sector so if you are one of 
those companies that was interested in participating on the 
National Pavilion get your application in soon.

The other bad news is that Eskom has applied to the National 
Energy Regulator of South Africa (NERSA) for a 15% tariff increase 
from 1 April 2019 for three consecutive years compounded, on top 
of a 4.5% RCA price increase already awarded by NERSA for this 
date, and further RCA applications in the pipeline.

This is of great concern not only for industry and consumers in 
general but particularly for industries that are high-energy 
consumers. 

Every foundry is different in more ways than one especially 
when calculating costs. Nevertheless, it is reliably taken that the 
costs for energy and materials used in foundries are on average 
responsible for 40% of all costs - as high as the expenditures for 
personnel. Over 50% of this energy is not used for the final  
casting itself, but is used for gating and risering systems, which 
are necessary to route the metal to and into the cavities that later 
contain the final castings.

Since South Africa was plunged into darkness with 
unscheduled blackouts a few years back most foundries have 
instituted reactive solutions and more importantly achieved 
efficient energy use. These costs to effect these solutions are still 
being absorbed but now Eskom wants to put industry on the back 
foot again.

Now it has come to light that the Forbes Brothers foundry  
is reportedly looking at closing its doors if the owners cannot  
find a buyer. At the time of going to press there were negotiations 
with possible new owners taking over. Lets hope this happens  
as it would be sad to see one of South Africa’s oldest running 
foundry’s closing its doors. Forbes Brothers Founders (Pty) Ltd  
is a family owned jobbing foundry  
that was established in 1951 
and has been in its Heriotdale 
facility since 1953. 

More industry involvement/commitment  
from Government needed

editor’s comment

South African Institute of Foundrymen
The aim of the SAIF is to promote and develop within 

Southern Africa the science, technology and application of 
founding for individuals and involved industries.
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35 years after 
being 
established 

initially as a design and 
details company before 
expanding into 
designing and 
manufacturing its own 
equipment for the 
foundry industry, 
Endeco Omega Sinto 
has notched up another 
significant milestone on 
its timeline.

“We always 
outsourced our 
fabrication 
requirements but this 
changed in 1994 when 
we purchased our own 
premises in Alberton, 
Gauteng. This allowed 
us to bring most of our 
manufacturing, 
fabrication and 
assembly requirements 
in-house,” said Roy 
Dias, Managing Director 
of Endeco Omega Sinto.

“We had a facility 
that was approximately 
1 000m² and it served 
us well while we were 
there. But eventually 
our boilermakers and 
fabricators were falling 
over each other. Space 
was at a premium and 
we needed to address 
the situation.”

“In December 2018 
we moved into our new 

facility in Wadeville. We 
now have 2 000m² of 
factory floor space at 
our disposal and as a 
result it has afforded us 
the opportunity to have 
a greenfields mindset 
when planning the 
deployment of our 
various fabrication 
services.”

“A big bonus is that 
the facility has two 2.5-
ton overhead cranes, 
which we have never 
had before. Just the 
time that we are going 
to save on moving our 
relatively heavy 
structures that comprise 
the various foundry 
equipment that we 
manufacture, is already 
having a marked effect 
on fabrication and 
assembly times.”

“We have also been 
able to organise the 
flow of material – from 
cutting to welding and 
then final fabrication – 
so that we optimise and 
maximise productivity 
and machine utilisation, 
while at the same time 
minimising turnaround 
times.”

“You only realise 
and understand what 
gains you can achieve if 
you have a forward-
thinking policy for your 



Endeco Omega Sinto  
looks forward to busy year

Moves into new fabrication facility twice the size of previous facility.
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“You only realise and understand what gains you can achieve if you have 
a forward-thinking policy for your company. By eliminating non-value-

added actions and processing your material more efficiently, you can add 
significant benefits to your production floor and of course the bottom 

line,” said Rui Dias, Managing Director of Sinto Endeco Omega

In 2015 Endeco signed a joint venture merger agreement with Omega Foundry 
Machinery, which was subsequently purchased by Sinto in 2018. The company is 

now know as Endeco Omega Sinto



company. By eliminating non-value-added actions and 
processing your material more efficiently, you can add 
significant benefits to your production floor and of course 
the bottom line.”

“This might be one small example but we as a company 
have always encouraged the local foundry industry to adopt 
the same outlook - to invest in new and high-tech equipment 
that will make their operations more cost effective.” 

2015 joint venture
“In the last four years Endeco has seen tremendous 

change within the structure of the company and the product 
range that we manufacture locally and the extended range 
of equipment that we can offer through our relationships 
with international manufacturers of foundry equipment.”

“The first of these was in 2015 when we signed a joint 
venture merger with Omega Foundry Machinery. Omega’s 
business is similar to ours, which is to design, procure, 
manufacture, supply, install, commission and project 
manage a foundry plant and project as the main contractor.”

“However, the Omega product range included a range of 
equipment that we were not previously manufacturing. Their 
product portfolio is to specialise in the manufacture of 
equipment for the chemically bonded or no-bake process. 
We are now able to manufacture their equipment under 
licence or we import directly from them, depending on the 
economies of scale. This is for all equipment related to sand 
mixing, mould handling, reclamation and core making.”

“An added bonus was that we had access to technical 
know-how and market information from all the other Omega 
joint venture merger companies around the world.”

“We subsequently changed the name of the company to 
Endeco Omega.”

“South Africa is a very important market for Omega and 
since gaining some significant projects in the region it was 
obvious that we needed to take the next step and establish 
a local presence. I am very pleased that an agreement to 
partner with Endeco has been reached and we will be 
looking to build on the synergies between our companies to 
deliver a full range of services and products to the market,” 
stated Mark Fenyes, Chairman of Omega Foundry Machinery 
at the launch of the Endeco Omega Foundry Machinery joint 
venture merger agreement.

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

More recently Omega acquired FTL Foundry Equipment 
Ltd (FTL), entered into an agreement with Simpson 
Technologies and in 2016 the company acquired the Italian 
design company Tecnostudio Srl.

Sinto acquires Omega Foundry Machinery
“Another significant milestone in the company’s history 

took place in 2018 when Omega Foundry Machinery was 
acquired by Japanese company Sinto,” continued Dias.

“Sinto is one of the world’s largest manufacturers of 
foundry equipment, offering technologies for improving 
casting quality, productivity and work environment. Sinto 
serves customers and industries with solutions for foundry, 
surface treatment, material handling, environmental, 
mechatronics, consumables and more. Headquartered in 

Nagoya, Japan, the Sinto network extends to a group of 48 
companies in 12 countries and regions, with 3 839 
employees worldwide.”

Sinto equipment includes flaskless moulding machines, 
automatic core setters, “Seiatsu”, tight flask moulding lines, 
flaskless and tight flask mould handling systems, Shalco shell 
and cold box core machines, automatic pouring systems for 
lip and stopper rod pouring, Barinder automatic grinding 
machines, robotics and integrated control systems.

Last year Sinto purchased a majority shareholding in 
3DCeram, a French company specialising in a range of 
ceramic 3D object printing processes and materials.

Sinto also has ties with Laempe & Mössner, a 
manufacturer in the field of core moulding technology.

“In addition to the range of foundry sand plant and 
equipment that we have become known as the benchmark for 
in South Africa, we are be able to market the vast range of 
Sinto equipment that the company manufactures for the 
whole foundry process, from sand treatment to surface 
treatment finishing, which includes shot blasting equipment, 
blasting abrasives and peening media. This has opened doors 
for us,” explained Dias.

“As a result of the acquisition the company is now known 
as Endeco Omega Sinto.”

For further information contact Roy Dias of  
Endeco Omega Sinto on TEL: 011 907 1785 or email  
roy@endeco-omega.co.za or visit www.endeco-omega.co.za
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industry news

The Durrans Group purchases green coke 
from Sasol Secunda refinery and currently 
calcines the product in China. The Group 

approached Sasol with the view to beneficiating 
the product in South Africa for the obvious reason 
of eliminating the extended logistics and process 
costs,” said Chris Durrans, Managing Director of 
Sheffield, UK-headquatered James Durrans & 
Sons Limited, one of the three companies 
involved in developing the greenfields project in 
Sasolburg in the Free State province of South 
Africa. Also involved in the project are Carbon 
International Ltd and Durrans RMS (Pty) Ltd.

“Carbon International is commissioning a 
calcination plant in the ChemCity industrial 
complex in Sasolburg. The innovative plant is the 
first of its kind to be erected in this country and 
in fact the first plant to be erected outside of 
China by the Chinese process engineering 
company, SAMI. This project will give a boost to 
the local economy as well as create employment 
opportunities,” continued Durrans.

“Designing, building and commissioning a 
plant such as ours takes time. Additionally, many 
considerations and acts have to be taken into 
account. Our proposed site at the time when we 
began with this project in early 2016 was an 
undeveloped (vacant) piece of land, zoned as 
industrial, and formed part of the development of 
the ChemCity industrial complex in Sasolburg.”

“An Environmental Authorisation (EA) in terms 
of the National Environmental Management Act 
(NEMA) (Act No. 107 of 1998) was required prior 
to construction. The proposed calcination plant 
triggered an Activities of Listing Notice 2 (GN 
984) of the Environmental Impact Assessment 
(EIA) Regulations. An application for the EA was 
lodged with the Free State Department of 
Economics, Small Business Development, 
Tourism and Environmental Affairs (DESTEA) and 
an Environmental Impact Assessment (EIA) 
process was undertaken,” explained Durrans.

“As Carbon International Ltd had not been set 
up in South Africa at the initial stages of the 

Carbon International  
(a Durrans Group company) is opening  

a calcination plant in Sasolburg
A product of Sasol Secunda refinery to be processed and exported 

to industries consuming high quality ultra-low sulphur coke worldwide.



Carbon International is commissioning a calcination plant in the ChemCity industrial 
complex in Sasolburg. The innovative plant is the first of its kind to be erected in this 

country and in fact the first plant to be erected outside of China by the Chinese 
process engineering company, SAMI. The project will give a boost to the local 

economy as well as create employment opportunities



project we solicited the 
services of Durrans RMS (a 
joint venture between the 
Durrans Group and Resistant 
Materials Services (Pty) Ltd) 
personnel to project manage, 
assist in procurement, 
administration and financial 
control of the project. This 
complemented the Carbon 
International objective as 
Durrans RMS has the 
expertise and in addition has 
had many dealings with Sasol 
in these carbonaceous 
products as well as the 
solvents that they 
manufacture.”

“Once we had obtained 
all the study findings and 
complied with the regulatory 
requirements, permission 
was given for us to proceed 
with construction of the plant 
by DESTEA in April 2017. The 
civil construction phase 
began in December 2017 
and the fabricators 
commenced erection of the 
plant in May 2018.”
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The main components of a calcination plant include a green coke delivery and storage area, a vertical shaft  
kiln/calciner, a calcined coke storage-silo, calcined coke crushing, screening and bagging facility and a storage  

area for the products of the calcination process
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The calcination plant
“The main components of a calcination plant include  

a green coke delivery and storage area, a vertical shaft  
kiln/calciner, a calcined coke storage-silo, calcined coke 
crushing, screening and bagging facility and a storage  
area for the products of the calcination process.”

“Besides the furnace being imported from China all  
other components of the plant are local content, 
manufactured and installed or fabricated by South  
African companies,” said Durrans.

The calcination process
Petroleum refineries produce various grades of petroleum 

coke. The petroleum coke produced by a coking unit is 
generally referred to as green petroleum coke. Green 
petroleum coke contains relatively minor concentrations of 
volatiles, which are removed in a calcining unit. The volatiles 
would be catastrophic if introduced into molten metal.

The green coke is preheated in the top of the shaft kiln by 
rising combustion gases. In the intermediate section of the 
kiln, the coke is then heat soaked at calcining temperatures 
and finally cooled by recycled gas moving upwards from the 



The petroleum coke produced by a coking unit is generally referred to as green petroleum coke. Green petroleum coke contains relatively  
minor concentrations of volatiles, which are removed in a calcining unit. The volatiles would be catastrophic if introduced into molten metal. 
The green coke is preheated in the top of the shaft kiln by rising combustion gases. In the intermediate section of the kiln, the coke is then  

heat soaked at calcining temperatures and finally cooled by recycled gas moving upwards from the lower part of the kiln.  
Cooled calcined coke is recovered from the bottom of the kiln

The whole team involved in developing the greenfields project in 
Sasolburg in the Free State province of South Africa

Suppliers and the management team from Durrans RMS that project 
managed, assisted in procurement, administration and financial 

control of the project
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lower part of the kiln. 
Cooled calcined coke is 
recovered from the 
bottom of the kiln.

The coke calcining 
process is a time-
temperature function, 
conducted in an oxygen 
deficient atmosphere. 
The process is controlled 
by the rate of heating, 
addition of air to the kiln 
and the final calcination 
temperature. The coke 
must be subjected to 
temperatures up to 1 
350°C.

The final quality of 
the calcined petroleum 
coke is directly related 
to the quality of the 
green coke minus the 
volatiles fed into the 
calciner.

Local economy
“The Metsimaholo 

Local Municipality 
(MLM), which includes 
Sasolburg, has a 
number of strategic 
priorities that are 
identified in the 
Integrated Development 
Plan (IDP) and Spatial 
Development Framework 
(SDF). One of these 
strategic priorities is to 
build the local economy 
to create more 
employment.” 

“We are proud that 
we have been able to 
increase our investment 
portfolio within South 
Africa while at the same 
time create employment. 
The resulting exports will 
yield foreign revenue for 
the country, a much 
needed source for any 
country. However, the 
most compelling aspect 
of this project is that it is 
possible to beneficiate 
local resources, whether 
they are raw materials or 
byproducts. This will 
ultimately create wealth 
for the country,” 
concluded Durrans.

The three companies 
involved in developing 
the greenfields project in Sasolburg in the Free State province 
of South Africa include:

James Durrans & Sons Limited
James Durrans & Sons Limited was established in 1863 

and supplies the world’s 
manufacturing 
industries with 
carbonaceous materials 
from refractory coatings, 
milled coal dust and 
anthracite, metallurgical 
and petroleum cokes, 
friction and lubricants 
products through to 
natural and specialist 
synthetic graphitic 
products. The company 
has nine manufacturing 
sites spread across the 
world.

Durrans RMS (Pty) Ltd
Durrans RMS (Pty) 

Ltd was established in 
1999 in South Africa as 
a joint venture (JV) 
between the Durrans 
Group and Resistant 
Materials Services (Pty) 
Ltd (RMS). This 
company specialises in 
the manufacture and 
distribution of refractory 
coatings and refractory 
parting mediums that 
are both water and 
alcohol based. 
Additionally, Durrans 
RMS distributes the 
range of carbon 
products from the 
Durrans Group in South 
Africa and neighbouring 
countries.

Carbon International Ltd
Carbon International, 

a UK-headquartered 
supplier of carbon-based 
products to the world’s 
manufacturing 
industries. Carbon 
International Limited 
processes and 
manufactures high 
purity and granular 
carbonaceous materials. 
It offers medium sulfur 
and low sulfur 
carburisers, 
metallurgical coke, 
machined graphite and 
slag coagulant. The 
company was 
incorporated in 1991 
and is based in Bilston, 
United Kingdom. Carbon 

International Limited operates as a subsidiary of James 
Durrans and Sons Limited.

For further details contact Durrans RMS on  
TEL: 011 917 0702, email rms@rmscc.co.za or visit  
www.durransrms.co.za

Besides the furnace being imported from China all other components of the plant 
are local content, manufactured and installed or fabricated by South African 

companies

The coke calcining process is a time-temperature function conducted in an 
oxygen deficient atmosphere. The process is controlled by the rate of heating, 

addition of air to the kiln and the final calcination temperature. The coke must 
be subjected to temperatures up to 1 350°C
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Additive manufacturing, 3D printing and simulation 
software may be amongst the fastest evolving areas of 
metalworking and casting technology. Even more 

impressive are the real changes that these technologies 
makes possible for foundries. And yes they are forcing 
companies – foundries and manufacturing operations – to 
constantly re-evaluate their manufacturing processes, 
especially in this era where costs, accuracy, quality and on 

time delivery are more likely to be discussed before the actual 
manufacturing process. 

Foundry and pattern making practice are two of the 
principle crafts or arts comprising the metal industry. 
Foundries as we know them have been around since the 
1800s. It’s a proven process. Liquid metal is poured into a 
mould, which is then removed once cooled to leave a cast 

solid metal shape from the mould cavity. The principle 
remains the same today but modern casting techniques have 
evolved to make the process more efficient, cleaner and 
better quality.

The art of manufacturing Pattern Equipment – pattern 
making – has virtually been around for the same amount of 
time. Foundry patterns, which are mainly wooden shapes 
designed to be imbedded in the sand, run the gamut from 

quite simple to amazingly complex. They are a work of art and 
pattern making has been a skill that the patternmaker is very 
proud of. It is one of the oldest methods of making metal 
parts and both pattern making and foundry pouring are arts of 
their own, with particular terminology and methods.

But like the casting technologies the process and 
technologies used to manufacture a pattern have moved on. 

Atvantz Patterns  
embraces modern technology 

The Atvantz Patterns team – Ruan Mauritz, Oliver and Charles Kanyuchi, Frans Maluleke and Theuns Muller all standing with  
Duan Mauritz sitting



“CNC has got the traction in the pattern making industry that it should 
have. We have seen this gap and taken the opportunity. We began trading 
eight months ago and in this time we have delivered over 100 patterns to 

clients as well as repaired numerous other patterns.”



Pattern makers and pattern shops will always be needed in 
the foundry. The skill has been passed on through generations 
and individuals and companies have jealously guarded their 
trade. 

Additive manufacturing was briefly heralded as a modern 
replacement to casting. As the hype has calmed and 

businesses have come to understand more about the benefits 
and current limitations of AM, there’s certainly no necessary 
urgency for foundries to close their doors. On the contrary, in 
a resilient twist, some facilities have embraced the benefit of 
those 3D technologies that are playing a pivotal role in this 
well-established industry.

Atvantz Patterns has two Ruijie 2030 CNC routers that have a bed size of two metres by three metres
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Likewise the introduction of CNC routers and machining 
centers that easily make use of the CAD and CAM 
programmes that are now readily available, need not be the 
death knoll of the skill of pattern making. Individuals and 
companies must embrace these technologies and incorporate 
them into their businesses. After all, who wants to give their 
business to a company who will take four weeks to 
manufacture a pattern using conventional equipment as 
compared to manufacturing the same pattern in 10 days 
using a CNC machine?

Could this be the reason behind the decline in pattern 
shops and pattern makers? With a head in the sand attitude 
most have not adapted to the new technology and tools that 
are now available. One such company that has not stuck in 
‘the old way of thinking’ is Atvantz Patterns. 

Atvantz Patterns was established one year ago by Duan 
Maritz and Philip van Rooyen after recognizing that the 
pattern making industry in South Africa had in large not 
adapted or changed to the CNC era.

“Making patterns was, and is, demanding – requiring not 
only precision but responsiveness. Working with designers on 
one side and foundries on the other can be a no-win position. 
The craft takes time to learn especially when matching the 
cope and drag, which is simply the top and bottom parts, 
respectively, of a two-part pattern. Patterns include numerous 
shapes and details that pattern makers regularly execute to 
convert two-dimensional designs into casting patterns, details 
like drafts, radii, blends, and fillets. Patterns also include 
spherical shapes and cylindrical shapes and some are more 
complicated. Dimensionally and geometrical accurate 
castings, so as reduce the fettling and machining operations 
afterwards, are non-negotiable factors in today’s foundry 
industries in an effort to reduce costs,” said Duan Maritz who 

spent 32 years in the local foundry Industry and most of that 
time at Scaw Metals in various manufacturing positions. 

“So the man who makes the pattern, or the pattern 
maker, needs some talent to make the patterns work 
properly.”

“Traditional pattern makers, using legacy pattern making 
tools are disappearing. Typically a pattern shop will have 
saws, sanders, milling and drilling machines, hand tools and 
other equipment, depending on the individual company’s 
requirements. All of this equipment is conventional and 
operated manually. This has been the norm for many years. 
But to make a pattern or a prototype using this method is 
time consuming and the accuracy comes into question. In the 
past this was never an issue but pressure has come from 
designers for more accurate patterns and faster turnarounds 
as they realise that there is equipment and technologies 
available for pattern shops to work smarter.”

“Cost is always the deciding factor in manufacturing, but 
linking cost to performance is what keeps technology 
advancing. Likewise an industry needs to consider 
performance and quality and link it to costs. These days 
technology will always benefit you.”

A gap in the market
“As I said CNC has got the traction in the pattern making 

industry that it should have. We have seen this gap and taken 
the opportunity. We began trading eight months ago and in 
this time we have delivered over 100 patterns to clients as 
well as repaired numerous other patterns.”

“Our first capital equipment investment was in a CNC 
router. These CNC routers have a bed size of two metres by 
three metres, which is ample capacity for the type of patterns 
that we are manufacturing. The biggest size pattern that we 

The first capital equipment investment Atvantz Patterns made was in a CNC router
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have manufactured so far has 
dimensions of 1 400mm x 900mm x 
700mm but as the bed size 
indicates our capacity is 
greater than that.”

Software
“Even more important 

was our investment in the 
software programme we 
purchased and subscribe 
to. This software is a cloud-
based 3D CAD, CAM and CAE 
platform for product development. It 
combines industrial and mechanical 
design, simulation, collaboration, 
and machining in a single package. 
The integrated tools enable fast and 
easy exploration of design ideas 
with an integrated concept-to-
production toolset.”

“Our software is natively 
written for both Mac and PC, 
allowing you to use your preferred 
OS or both at no additional cost and 
designs can now be edited (with limited 
functionality) through most popular 
web browsers.”

“Aside from the standard 
modelling tools, it includes environments for creating surfaces 
and sheet metal parts. When it comes time for testing, there’s 
a simulation environment with features such as static stress 
and thermal analysis. The manufacturing side of things is 
rounded out by a robust set of aids for computer-aided 
manufacturing (CAM). A suite of tools for rendering - creating 
animations, renderings and drawings - rounds out the toolbox, 
ensuring that nearly every aspect of design is covered.”

“We seamlessly transfer our drawings to 3D models, 
which we either design ourselves or are supplied with, to the 
CNC gantry routers and before we know it the router is doing 
what it should do - making patterns for us. It works the same 
as a 3D milling machine but here we are shaping wood and 
tooling board mainly so we don’t need the power and other 
functions of a CNC mill.”

“Today there is a need to shorten the training period to 
become a pattern maker, due to the lack of this skilled people 
in the profession. As an added advantage, you need to have 
an understanding of mechanical engineering. Your skill will be 
in 3D modelling and being able to operate a CNC machine. 
This is exactly what we are training our two apprentices in.”

Second CNC router
“So successful have we been with the first machine that 

we had to invest in a second CNC router, which was installed 
in October last year. We do also offer reverse engineering 
services and AM with two 3D printers for sampling and 
prototype products.”

“Going forward the need is to acquire 4-5 axis machines 
for more complex milling operations. Recent advances show 
that industrial robots have developed a finer touch, and an 
array of new possibilities, at the point of contact.”

New materials
“Our other mindset changing project that we are 

investigating is using new age materials to produce patterns. 
Currently we are using conventional tooling board – supplied 
by import agents - where layers of wood are kept together 
with a resin and you subsequently machine your mould/

pattern. But we believe the future is in using polyurethanes 
as the base of the tooling board used for moulds and foundry 
patterns.” 

“We are in the business of manufacturing master and 
copy moulds and patterns. But we want to work with a 
consistently uniform material that has excellent chipping 
whilst machining, low dust emission, pleasant machining 
properties with ordinary cutters, splitter-free machining, low 
odour emission and is non-hazardous, contains no abrasive 
fillers therefore producing low wear on cutting tools and is 
suitable for high speed machining.”

“More importantly the material must be long-lasting and 
have a high heat-deflection temperature rating when pouring 
molten metal.”

“The materials suitable for foundry applications have been 
developed - we must just source an economical supply. But it 
will also be a mindset change project.”

“We occupy a 300m² factory space at the moment and 
will be doubling this space in February. Additionally, we are 
also currently renovating additional offices space.”

“Having adopted CNC machining, we believe we have 
developed a niche as a pattern manufacturer that excelled at 
converting CAD designs into patterns, and that capability 
opened still another path into rapid prototyping. The 
successes never came immediately, and there was always 
room for doubt along the way. But, time proved the move into 
3D design and manufacturing is successful for us and we will 
create more opportunities.”

Collectors items
“Patterns will continue to be needed for sand casting of 

metals. Whether they are made in a wood base or 
polyurethane material. For now don’t chuck out your wooden 
patterns or use them as firewood. But in the future they – the 
wooden patterns – could become collectors items.”

“Like so many other areas of manufacturing, technology 
has taken giant leaps forward. There is no reason why the 
foundry should not.” 
For further details contact Atvantz Patterns on  
064 777 9023 or at info@vantz.co.za

Patterns made by Atvantz Patterns 
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As hearings into Eskom’s proposed tariff increase kicked 
off, the ferroalloy industry has warned it will not survive a 
double-digit increase in electricity prices. Eskom has 

applied for a 15% annual hike in the power price for the next 
three years but the national energy regulator of South Africa 
will only take a decision after three weeks of public hearings 
that began in Cape Town in January, according to a Business 
Day report.

“Should the 15% increase be affected then there will be 
little industry left to sell the electricity to and thousands of 
jobs linked to the ferroalloys industry will be at risk,” said 
Chabisi Motloung, chair of the Ferro Alloys Producers 
Association (FAPA).

“The producers, represented by FAPA, are significant power 
users as they typically run smelting operations and account for 
10% of Eskom’s power consumption and about a tenth of its 
revenue. During he past few years electricity increases have 
already eroded industry margins significantly enough to trigger 
section 189 retrenchment processes across the industry,” 
said Motloung.

“The margins have depleted to a point where numerous 
smelters have been closed or sold to competition with some 
producers starting new smelters outside of South Africa, and 
closing existing operations in South Africa, due to the steep 
electricity price,” said Motloung. 

“There is simply no more place for any further double-digit 
increases as industry has already gone through vigorous cost-

cutting measures including retrenchments.”
FAPA said 18 530 direct jobs and 129 000 indirect jobs 

are at stake.
Rising electricity costs are taking their toll on the South 

African mining industry in general. Addressing the mining 
industry at the Joburg Mining Indaba in 2018, Minerals 
Council CEO Roger Baxter reportedly said electricity prices in 
South Africa have more than trebled and have become 
unaffordable for the industry.

However, Eskom remains in need of funds. CEO 
Phakamani Hadebe said recently that while a tariff increase 
may cause hardship, “Not being granted a suitable increase 
could lead to an unsustainable financial position for Eskom, 
which would put the country in an even [more dire] economic 
condition.”

Hadebe said current electricity tariffs are: “Insufficient to 
enable Eskom to cover the prudent and efficient costs, 
including the servicing of debt obligations, which as the IMF 
recently commented, will result in Eskom’s debt posing the 
single biggest fiscal risk factor to the country.”

FAPA noted that its members are vital Eskom customers 
because they consume base load power between 10pm and 
6am and so dilute the cost of late-hour power generation for 
the utility.

“Eskom is too big to be allowed to collapse and industry  
is also too big to be allowed to collapse by a double-digit 
electricity price increase,” said Motloung.

Smelters will not survive 
15% Eskom tariff hike, industry warns

The national energy regulator of South Africa will decide on tariff hike 
after three weeks of public hearings.

How to deal with Eskom’s ever-rising electricity tariffs

Chris Yelland of EE Publishers writes: “Eskom has applied 
to the National Energy Regulator of South Africa (NERSA) 
for a 15% tariff increase from 1 April 2019 for three 

consecutive years compounded, on top of a 4.5% RCA price 
increase already awarded by NERSA for this date, and further 
RCA applications in the pipeline.”

“The power utility is facing dire financial constraints with 
excessive corporate debt of more than R420 billion (as per its 
interim results presentation on 28 November 2018).”

“Current outstanding arrear municipal and Soweto debt (for 
electricity delivered but not paid for) amounts to some R28 
billion, and is rising by about R1 billion a month.”

“It would appear clear that Eskom cannot simply pass its 
severe financial sustainability problems on to the customer 
through increased tariffs. When NERSA does not give Eskom 
what it wants, others need to step in to help share the burden.”

“Eskom itself must share the burden through a lower rate of 
return on assets, increased efficiency and belt-tightening 
across the board.”

“The shareholder – namely government and thus the 
taxpayer – must share the burden through further equity 
injections (bailouts) linked to performance in terms of a 
credible recovery plan supported by government and the 
Treasury.”

“Eskom executives, management, staff and workers must 

share the burden through reduced pay, forgoing bonuses, 
reduced staff numbers, retrenchments and improved 
productivity.”

“In their own interests and to protect their existing Eskom 
debt, financial institutions, banks and lenders must share the 
burden through refinancing of existing Eskom loans with better 
repayment terms and lower interest rates, and by extending 
new loans even though with higher risk.”

“To protect their existing Eskom business, coal suppliers 
must share the burden through better prices and special pricing 
agreements to reduce Eskom’s primary energy costs.”

“The justice department, police, director of public 
prosecutions, Hawks, courts and Eskom itself must all play their 
part to root out and punish perpetrators of fraud, corruption, 
maladministration and unauthorised expenditure at Eskom, 
without fear or favour.”

“Simply expecting electricity customers to bear the burden 
alone through huge tariff increases will just accelerate the 
utility death spiral, with severe economic consequences for the 
whole country.”

“All the combined efforts must of course be conditional 
upon Eskom implementing a credible restructuring and recovery 
plan supported by government, business, labour, communities 
and civil society.”

Send your comments to energize@ee.co.za
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Trade Fair Tours and Castings SA 
tour to GIFA, METEC, 
THERMPROCESS and  

NEWCAST 2019
More hotel options added – five to choose from.

Trade Fair Tours, a specialist travel agency for trade fairs 
internationally and in particular Germany, in conjunction 
with the SA German Chamber of Trade and Industry and 

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

The tour includes return airfare Johannesburg/Düsseldorf, 
airport taxes, airport/hotel transfer, accommodation, full 
breakfast daily and medical and travel insurance. However, if 
you wish to book your own flight read on further for details on 
hotel options.

Hotel accommodation
Due to the extremely positive response from clients who 

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

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

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

Option three is the 3-star Novum Plaza Düsseldorf 
Zentrum (www.novum-hotels.com/hotel-plaza-duessldorf). The 
small modern hotel is a short walk to the Rhine and Altstadt 
located in the city centre, 350m from the main train station 
where you catch the U-Bahn directly to the exhibition grounds.

Option four is the economy class Ibis Hotel Duisburg 
Duisburg (www.ibishotels.com), an ideal hotel for the budget 
conscious client. The hotel is situated next to the Duisburg 
main train station, offering an excellent rail service to 
Düsseldorf City in 12 minutes, the Messe takes 35 minutes 
and Düsseldorf airport is only 10 minutes away.

Option five is the 4-star Hotel Rheinterrassen Benrath 



(www.rheinterrassebenrath.de). 
This delightful, family owned hotel since1967, is located 

to the south of Düsseldorf overlooking the River Rhine, 
adjacent to Benrath Palace. A short 300m walk takes you to 
the U-Bahn station, located 10km from the Düsseldorf 
Hauptbahnhof where you will change trains to go to the 
fairgrounds.

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

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

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

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

As with all Trade Fair Tours packages holders of the 
exhibition entrance tickets are allowed free travel on the 
Düsseldorf network, and this includes Duisburg.

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

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

The entrance passes can be used as a free public 
transportation ticket on all buses, streetcars, underground 

trams (U-Bahn), urban railways (S-Bahn) and the German rail 
service within the Rhine-Ruhr regional network (VRR – 2nd 
class).

Further details on the entrance tickets and ordering of the 
exhibition catalogues can be obtained from the Southern 
African German Chamber of Trade and Industry on  
TEL: 011 486 2775, email: info@germanchamber.co.za or 
visit the website: www.germanchamber.co.za

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

083 547 1147 (between 07h00 and 13h00) or email  
peter@tradefairtours.com or visit www.tradefairtours.com
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For centuries, statues have been used as symbols of 
appreciation for the life and work of the person they seek 
to honour. Stone, cement, wood, ceramics, marble, bronze 

and other types of metal such as stainless steel are all 
materials used to manufacture these statues. In the case of 
Madame Tussauds Attractions worldwide wax is the preferred 
material. I am sure there are other materials used but 
generally speaking a statue is erected in a prominent position 
in the outdoors and is left to the elements so a hardy material 
would be recommended.

Pottery is one of the oldest materials for sculpture, as well 
as clay being the medium in which many sculptures cast in 
metal are originally modelled for casting. Sculptors often build 
small preliminary works called maquettes of ephemeral 
materials such as plaster of Paris, wax, unfired clay, or 
plasticine. However, any method or material that adds 
dimension to artwork has potential value to the sculptor.

Typical statues are life-sized or close to life-size; a 
sculpture that represents persons or animals in full figure but 
that is small enough to lift and carry is a statuette or figurine, 
while one more than twice life-size is a colossal statue. The 
four basic methods for making sculptures are: Modelling, 
casting, carving, and assembling.

It is said that the Löwenmensch figurine from the Swabian 
Alps in Germany is the oldest known statue in the world and 
dates to 30 000 to 40 000 years ago. The material used for 
this figurine is ivory and it was only discovered in a cave in 
1939. 

Since democracy was declared in South Africa in 1994 
bronze statues have proliferated all over the country and 
mostly of one particular person – Nelson Mandela – and 
rightly so. All shapes and sizes of statues of one of the most 
recognised men in the world are now fixed in areas of interest.

It therefore goes without saying that resemblance is a key 
aspect of such a token.

It was not surprising then that when a statue of Nelson 
Mandela was unveiled outside the provincial legislature in 
Mbombela in September 2018, that the Mpumalanga 
community was not entirely impressed with the work’s ‘artistic 
deficiencies’. The artist did defend his interpretation and 
officials were made aware of his design throughout. Due to 
pressure he has offered to ‘fix’ the statue before it is 
destroyed and taken to the scrap yard legally or illegally.

The statue stands at six metres tall and cost government 
R8.5 million to create, manufacture, erect and have the 
customary celebration. 

An Mpumalanga government spokesperson explained that 
the R8.5 million was used for design and artwork, clay 
modelling of marquette, clay modelling of a life-size armature, 
stainless steel structure of the monument, scaling, mould, 
plinth marble, plinth concrete, transport of statue and 
erection. Also in the cost was the integration of other struggle 
icons (cenotaph) and the celebration events, supposedly. 
Therefore only R 200 000.00 was available for the 
celebrations because I am sure the service provider was not 
liable for these costs. Provision would have had to be made 
for the cost of manufacturing plaques for the renaming of the 
seven buildings in the area. 

The service provider was awarded R8.3 million for the 
contract. It has been widely reported that the artist charged 
only in the vicinity of R950 000.00 for the actual statue. So 
once you have paid the artist the service provider is left with 
R7.55 million. 

Besides the artist and the paymaster the most important 
figure in the equation is the foundry that creates and 
manufactures the bronze. There are a number of art foundries 

Who benefits from erecting  
bronze statues as symbols?

Life size bronzes of Nelson Mandela, Desmond Tutu, FW De Klerk and Albert Luthuli in the V&A Waterfront’s Noble Square
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in South Africa and many of them have been producing 
excellent bronzes that are displayed all over South Africa and 
the rest of Africa, and the world. They are the important link 
between the artist and the final display and they will 
generally take control for the entire sculpting and casting 
service.

This includes the moulding, waxing, painting, ceramic 
dipping, the bronze casting, welding, fettling, patina and 
presentation finish. Some art foundries do offer more 
services that are available to them these days, using 3D 
scanning technologies, for example.

Although a small portion of the cost, to safeguard their 
final product, the art foundry will also arrange transport and 
installation of the bronze casting. 

Without the specialist input of the art foundry you simply 
do not have a bronze casting or sculpture to admire. For  
their efforts on average they will charge in the region of  
R200 000.00 for a life size (1.8 metres) bronze and this can 
rise proportionately up to R2 million for a six metre bronze, 
for example. There are many variables associated with each 
individual quote for a bronze but reliably one can work with 
these figures.

In the case of the Mbombela Nelson Mandela statue the 
service provider is left with R5.5 million after paying the artist 
and the art foundry. They might argue that they would have 
to conduct an environmental impact study but the statue was 
erected outside existing legislature buildings so this would 
not have been necessary. A nice reward for a bit of 
paperwork if you can get it.

Then we get Lungelo Gumede - an artist who proclaims 
that he wants to be South Africa’s Madame Tussauds by 
pioneering the first wax museum in South Africa. As a wax 

artist he has made his name by creating wax replicas of 
struggle icons and other prominent people.

He has now been made even more famous with the 
reports that the eThekwini Metro (The Durban Municipality as 
it was known before) was planning to splash out more than 
R20 million on two ANC statues. Gumede has reportedly 
been awarded the tender to create the two new statues of 
Nelson Mandela and Oliver Tambo.

Taking into account the figures mentioned previously - in 
this case Gumede is artist and service provider - he stands to 
be rewarded handsomely for his efforts. Depending on the 
status of the artist they do command different figures. But 
Gumede had only charged R1.9 million, last year, for four 
bronze statues of former presidents Nelson Mandela, Thabo 
Mbeki, and Jacob Zuma, as well as current president Cyril 
Ramaphosa, which currently grace Durban’s M4 highway. 
This is a huge price hike for an artist that is relatively 
unknown. Not much is known about the composition of the 
two new statues or how they will be manufactured but again 
taking into account the figures above one can presume that 
there is a lot of fat in this contract.

Recently there has been a huge outcry by citizens and the 
opposition of the Malawian Government for the 
commissioning of a bronze of the controversial late president 
Bingu wa Mutharika costing K120 million (R2.285 million). 
However, there might be questions about the person that is 
being recognised, but what the citizens of Malawi don't know 
is that the cost is certainly in line with current costs.

The trend in South Africa is certainly to erect more and 
more bronze statues and good luck to the art foundries that 
are benefitting with the work. But one must question: Who 
actually benefits from erecting bronze statues as symbols?  
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Through their experience in supplying materialographic 
preparation equipment Struers, one of the leaders in the 
field of materialographic sample preparation, have 

developed a training course known as The Professional 
Materialographer. This course has become synonymous with 
the industry and has been presented in countries across the 
world from Australia to Singapore to Europe to the UK.  
Advanced Laboratory Solutions - Struers representatives in 
South Africa - is now offering you the opportunity to attend 
this short, concise course, comprising both practical 
preparation work and theoretical training presented by 
international experts.

The Professional Materialographer is a two-day intensive 
course in materialography, combining theory, practical work 

and individual work on own samples. In the theory sections, 
the basic principles of the requirements and problems of 
materialographic processes are discussed. The underlying 
principles of making preparations are reviewed so that you 
can achieve perfect and reproducible results in practice. 

Obtaining this knowledge is also possible for participants 
who have not followed extensive technical training. In small 
work groups, the various processes of a materialographic 
laboratory are carried out under the instruction of a specialist. 
The practical examples are carried out on the basis of your 
own materials. Therefore take sufficient samples of your own 
material.

The Professional Materialographer (TPM) is a thorough 
training course that will give you a substantial insight in the 

Advanced Laboratory Solutions presents 
Struer’s The Professional 

Materialographer training course
The course covers the theory of metallographic sample preparation from cutting, 

hot mounting, grinding/polishing through to inspection and analysis.
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materialographic preparation process. From the beginning to 
the end, you are the key figure and you will be an active part 
of the course. You will be taken through the entire 
preparation process: Cutting, mounting, grinding, polishing 
and etching, from the very soft to the extremely hard 
materials. You’ll also interact with some materials you have 
probably never worked with before. Often, you will see a 

perfect preparation result. It does not always need to be so 
complicated - provided that fast, efficient methods and the 
correct equipment are used.

Both as a beginner in materialography or as a more 
experienced participant, you will greatly benefit from the TPM 
course.

Theory, but first of all hands-on
The training is a combination of theoretical basic sessions 

and practical exercises in the lab, working with the most 
suitable methods to cover a large choice of materials.

The main part of the course – approximately 70% of the 
time – will take place in a modern and fully equipped 
materialographic lab. Practical work will be supplemented by 
theoretical sessions, the prerequisite to obtaining good 

results in the lab. 
For Struers and Advanced Laboratory Solutions, the most 

important thing is to give you the opportunity to prepare your 
own materials. The last day of the course is mostly dedicated 
to work with your own samples. You will have the possibility to 
try methods that may prove faster, better and even cheaper 
than the methods you have used so far.

Struers training courses in materialographic sample 
preparation are the only ones of its kind. No where else  
will training allow you to improve your materialographic 
knowledge and skills so tremendously while offering you  
the possibility to share the experience with other colleagues 
from the world of materialography.

The Struers The Professional Materialographer course, 
presented by Advanced Laboratory Solutions, will take  
place: 

4 – 5 March 2019 (Johannesburg)
6 – 7 March 2019 (Johannesburg)
12 – 13 March 2019 (Port Elizabeth)
For more information, contact Rialda Davel of Advanced 

Laboratory Solutions on TEL: 011 462 1363 or email 
RialdaD@advancedlab.co.za.

The training is a combination of theoretical basic sessions  
and practical exercises in the lab, working with the most  

suitable methods to cover a large choice of materials
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Joerg Foundry now in the  
BMG stable

BMG’s (Bearing Man Group) acquisition of Rustenburg Engineering and Joerg 
Foundry solidifies base for ferrous casting supply.

In the middle of 2018 the Bearing Man Group added 
Rustenburg Engineering and Joerg Foundry to its long list of 
acquisitions that it has made in recent years. This is the 

first time that the Bearing Man Group, which forms part of 
the Engineering Solutions Group (ESG) business segment of 
Invicta Holdings Limited - an investment holding and 
management company that is listed on the JSE, has ventured 
directly into the foundry industry.

“The strategic acquisition of Rustenburg Engineering and 
Joerg Foundry solidifies our supply base for SG and cast iron 
components and products and gives an opportunity to 
manufacture more products in-house,” said a company 
spokesperson.

Rustenburg Engineering and Joerg Foundry was 
established in 1964 and has been operating in Rustenburg, 
North West Province as a medium size iron foundry 
producing castings for original equipment manufacturers and 
end users in a range of international material specifications.

Manufacturing facilities at Rustenburg Engineering and 
Joerg Foundry include a no-bake resin sand foundry for 
jobbing and short runs and a greensand foundry for 
production runs. 

The foundry produces a variety of high integrity castings 
ranging from five kilograms up to 3 000 kilograms net 
weight. Melting takes place in four medium frequency 
induction furnaces, each with a capacity of two tons. During 
the casting process test pieces are cast for metallographic 
examination and physical testing. Metal composition is 
strictly controlled and certified if required.

In the green sand plant green sand moulding is done via 
five sets of jolt squeeze moulding machines. Moulding boxes 
are available from 18” x 12” (460mm x 230mm) up to 30” x 
30” (760mm x 760mm). SG and cast iron products are cast 
in this division and the average weight of castings is 
approximately 12 kilograms.

In the floor moulding section the foundry uses a furane-
based system that includes two 15 ton per hour sand mixers. 
The foundry can cast up to 3 000mm x 1 500mm x 1 
000mm with a maximum weight of 3 000 kilograms. The 
predominant metals cast in this division are SG and cast 
iron.

On the quality assurance side the company has a 
spectrograph, a sand laboratory, a brinell hardness testing 
facility and an Electro Nite Multi Quick Lab II. Additionally all 
castings are identified by a unique serial or batch number 
that is traceable for manufacturing records.

Joerg Foundry’s expertise covers a range of capital 
equipment and consumable components used in the mining, 
earthmoving, chemical, water, transport, rail, sugar, paper, 
agriculture, construction, mechanical power transmission and 
general engineering industries. Typical products cast include 
wheel hubs, rod ends, torque plates, castle nuts, brake 
shoes, motor housings, rail components, flange couplings, 
pulleys, valve bodies, diaphragms, mill and barrel liners, wear 

plates, chill moulds, crane wheels, sheaves and bearing 
housings.

Fenner Power Transmission connection
In the early 1960s Fenner SA (Pty) Ltd was established in 

Isando, Gauteng and the company started manufacturing 
locally, under licence from Fenner UK. In 1998 BMG 
established a new power transmission division and 
subsequently acquired FPT Distribution SA (Fenner Power 
Transmission). Joerg Foundry has been manufacturing 
Fenner Power Transmission components under licence since 
2011. 

“The acquisition of Rustenburg Engineering and Joerg 
Foundry is an exciting opportunity for both BMG and Fenner 
to further strengthen the existing long-term relationship 
between the respective companies. The transaction will 
enable both BMG and Fenner to harness their respective 
strengths and develop sales opportunities in South Africa 
and the wider sub-Saharan territories with the confidence of 
procuring Fenner components from its own foundry with 
shorter lead times on Fenner accredited components and 
products,” said the company spokesperson.

“BMG has also recently made a strategic decision to 
expand the Fenner portfolio that it markets, with the addition 
of Fenner conveyor belting products. Through our long-term 
agreement with Fenner, BMG is now the exclusive distributor 
of Fenner conveyor belting products locally and in sub-
Saharan Africa. Fenner conveyor belting products, which 
include steel cord and solid woven conveyor belting, are 
manufactured at the Isando plant, according to stringent 
international quality standards. However, whenever castings 
are required we will be able to source them from Rustenburg 
Engineering and Joerg Foundry in future.”

“This is an example whereby the acquisition of 
Rustenburg Engineers and Joerg Foundry is both beneficial to 
both BMG and Rustenburg Engineers and Joerg Foundry. It is 
also anticipated that as the acquisition is bedded down 
Rustenburg Engineers and Joerg Foundry will benefit even 
more with increased enquiries from the companies 
throughout the group.”

 “Capital investment improvements and expansion in the 
foundry are planned but no final decisions have been made 
yet.”

BMG is a leading distributor of engineering components, 
including bearings, seals, power transmission components, 
drives and motors, materials handling, fasteners and tools, 
hydraulics, pneumatics, filtration, lubrication and valves.

Besides BMG, included in Invicta Holdings’ ESG division 
are companies such as Screen Doctor, Hyflo Group, Hansen 
Transmission, OST Africa, Autobax and the Man-Dirk Group, 
which has SA Tool, Sibuyile Engineering, Toolquip & Allied 
and F&H Machine Tools in its portfolio. 

For further details contact Rustenburg Engineers and 
Joerg Foundry on TEL: 014 538 1014 or visit www.joerg.co.za
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Local foundry equipment supplier 
loses long court battle with  
Omega Foundry Machinery

UK-based Omega Foundry Machinery has won a lengthy legal battle 
in the South African courts against Lauds Foundry Equipment (Pty) Ltd. 

The ruling that was made in the Supreme Court of Appeal 
of South Africa by the Honourable Justice Navasa and 
Schippers JJA on the 14th December 2018 states that; 

“The application for leave to appeal is dismissed with costs 
on the grounds that there is no reasonable prospect of 
success in an appeal and there is no other compelling reason 
why an appeal should be heard.”

Omega Foundry Machinery began the proceedings against 
Lauds Foundry Equipment (Pty) Ltd in 2015 when it alleged 
that the company’s copyright had been infringed by Lauds 
Foundry Equipment (Pty) Ltd, and before Omega Foundry 
Machinery had signed a joint venture merger agreement with 
another South African company.

Omega Foundry Machinery won its original case against 
Lauds Foundry Equipment (Pty) Ltd and the subsequent 
appeal cases in other courts of South Africa by Lauds Foundry 
Equipment (Pty) Ltd.

“This ruling is very significant in that not only does it 
protect our copyright it also proves that the South African 
judicial system is very sound,” said Mark Fenyes, Chairman of 
Omega Sinto Foundry Machinery Ltd.

 This publication does not condone any illegal, corrupt 
or any other wrong doing in whatever form. At the same 
time the publication does not show bias or favouratism to 
any individual, organisation or company. Nor does this 
publication willingly wish to be involved in any defamation, 
offensive, denigration, vilification, smear or insulting 
campaigns through its editorial channels, whether it be in 
print or on it’s Internet platform. Every effort is made by the 
editor, publishers, authors and employees to publish 
objective and unbiased articles with an emphasis on 
newsworthy and positive stories.  

This publication therefore has a neutral stance on the 
subject matter while at the same time believes in fairness 
and objectivity.

The publishers of Castings SA therefore offered Lauds 
Foundry Equipment (Pty) Ltd a right of reply in view of the 
court ruling and a subsequent statement issued by Janusz 
F. Luterek for: Hahn & Hahn Inc, Intellectual Property 
Practitioners, after the court ruling, on behalf of Omega 
Foundry Machinery. 

Statement by Janusz F. Luterek for: Hahn & Hahn Inc, 
Intellectual Property Practitioners, after the court 

ruling, on behalf of Omega Foundry Machinery:
SUPREME COURT OF APPEAL CONFIRMATION OF HIGH 

COURT FINDING OF INFRINGEMENT OF COPYRIGHT IN 
FOUNDRY EQUIPMENT MATERIALS PROPRIETARY TO OMEGA 
FOUNDRY MACHINERY LTD BY LAUDS FOUNDRY EQUIPMENT 
(PTY) LTD 

On 19 December 2018 after a lengthy litigation 
process the Supreme Court of Appeal dismissed the 
Petition for Leave to Appeal by Lauds Foundry 
Equipment (Pty) Ltd of the Ruling of the High Court of 
the Northern Provinces that it had infringed the 
copyright of Omega Foundry Machinery Ltd.

The 31 March 2016 High Court Ruling ordered 
Lauds Foundry Equipment (Pty) Ltd to cease all 
infringement of Omega’s copyright, to cease all 
unlawful competition with Omega, delivery up for 
destruction all copies of the original work and/or the 
offending work, delivery up of all infringing spare 
parts or other equipment, which is being 
manufactured or has been manufactured in 
accordance with the Omega’s proprietary material 
and copyright, together with all marketing and 
advertising materials in respect thereof, an enquiry 
as to damages suffered by Omega as a result of the 
infringement as aforesaid and payment by Lauds of 
the amount of damages found to have been so 
suffered, and costs of the Court case.

It is clear that Lauds Foundry Equipment (Pty) Ltd 
has infringed the copyright of Omega and had 
unlawfully competed with Omega as a result and has 
been ordered to cease these activities, deliver up for 
destruction all infringing materials and materials 
used for unlawfully competing with Omega, and to 
pay Omega damages and costs of the court case.

Accordingly, Lauds Foundry Equipment (Pty) Ltd 
is also interdicted from offering for sale, 
manufacturing or otherwise dealing with any 
infringing spare parts or other equipment, which is 
being manufactured or has been manufactured in 
accordance with Omega’s proprietary material and 
copyright. The interdict extends to distribution of any 
and all marketing and advertising materials in 
respect thereof.

We thus call on you not to invite tenders from or 
accept tenders or quotations from Lauds Foundry 
Machinery (Pty) Ltd for any equipment or spares 
which are the same or similar to Omega’s equipment 
and to inform us of any approaches by them to 
tender or quote thereon, or distribution of any 
marketing and advertising materials. We attach our 
brochure which depicts the specific equipment to 
which the above refers.

We trust that as this matter has now been to 
litigated through to the Supreme Court of Appeals 
that you will assist in preventing any unlawful use of 
Omega’s Intellectual Property in accordance with the 
Court Order (a copy of which is attached).
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Lauds Foundry Equipment (Pty) Ltd  
right of reply statement:

Lauds Foundry Equipment (Pty) Ltd (Lauds) would like to 
clarify our position with regards to the legal situation 
relating to a court case between ourselves and Omega 
Foundry Machinery Ltd (Omega).

Lauds has been operating since 2003 with our own 
designs, which originated from Davcor Engineering. Lauds 
had a working relationship with Omega (as agent/
distributor), commencing in 2007 and terminating in 2012. 
During this contract period we were never issued with a 
single engineering drawing related to Omega’s proprietary 
designs and we were not authorised to manufacture Omega 
equipment. We purely distributed and commissioned Omega 
equipment, which was manufactured and shipped from the 
UK to RSA. Following the termination, Lauds immediately 
reverted to our original foundry equipment and radically 
modernised our range.

In spite of this, Omega brought an application against us 
accusing us of copyright infringements and passing off our 
foundry equipment as theirs. It was our intention to go to 
court to prove these allegations to be untrue.

In 2016 a default judgement was awarded since it was 
found that Lauds’ previous attorney failed to act timeously 
in regard to discovering certain documents required by 
Omega. This caused our defence to be struck out from the 
court record, resulting in a default judgement being 
obtained against us, without our knowledge.

To clarify: A default judgement is a judgement that is 
obtained without any evidence being led and is given when 
there is no defence before the court, or the defence has 
been struck out.

The default judgement that was obtained, in short, stated 
the following about Omega’s copyright;

1) That Lauds is not allowed to infringe on Omega’s 
copyright

2) That Lauds is restrained from competing unlawfully 
against Omega

3) That Lauds refrain from passing off any of Omega’s 
works as our own
We take exception to any statement that Omega has 

won the court case proving that we have infringed on 
copyright, as this is a misrepresentation. We wish to make it 
perfectly clear that at no stage did we infringe on Omega’s 
copyright, or was there ever a court order made that stated 
that we infringed on their copyright. Any statement to the 
contrary is a total misrepresentation of the court order that 
they obtained.

As Lauds has never infringed on Omega’s copyright, we 
have been appealing the default judgement against us - not 
because of the default judgement - but because we wanted 
our day in court to show before a judge with sufficient 
evidence being led, that there was no infringement of their 
copyrights by ourselves at any time.

Subsequent to the default judgement being taken in 
2016, it has been Lauds who has been leading a legal 
battle to have the judgement rescinded, for the sole reason 
that we wish to prove that these allegations are untrue.

The default judgement states that we are not to infringe 
on Omega’s copyright and we emphatically state that we 
have no problem adhering to the default judgement as we 
have never infringed on Omega’s copyright, and we 
currently have no product that will infringe on their 
copyright, nor will we ever have. In addition to the above we 
can also state that at no stage did we unlawfully compete 
with them or are we unlawfully competing with Omega and 
we are not offering any product or spare parts, which is in 
accordance with Omega’s proprietary material and/or 
copyright.

If Omega believes that we are infringing on their 
copyright we put them to the proof thereof, which is the 
outcome we have been striving towards for the last five 
years.

Statement by Kevin van Niekerk, CEO of Lauds Foundry 
Equipment, assisted by Wayne Teich Attorneys.
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It has been widely reported in Germany that AVIR Guß 
Holding GmbH has acquired the business operations of 
Neue Halberg Guss GmbH together with all the major 

assets. The deal lifts the threat of job losses for the time 
being and was structured through AVIR’s affiliated companies 
Gußwerke Saarbrücken GmbH and Gußwerke Leipzig GmbH. 
The transaction is still subject to closing conditions, which 
should be fulfilled soon. The parties agreed not to disclose 
the purchase price.

Neue Halberg-Guss GmbH manufactures engine blocks, 
camshafts and cylinder heads. The company’s clientele 
includes Volkswagen, Daimler, Opel, BMW, Deutz, Scania, 
Iveco, and Perkins. Neue Halberg-Guss GmbH was 
incorporated in 2011 and is based in Saarbrücken, Germany 
with an additional office in Leipzig, Germany.

Shortly after taking over early in 2018 the Bosnian 
Prevent Group of the Hastor family began disputes with major 
customers. It is said they fought bitterly with the VW Group for 
delivery terms and as a result lost orders. Even in South 
Africa there were disruptions at its subsidiary Atlantis 
Foundries. 

Only a few months after the takeover, the Prevent Group 
announced that it would close the Leipzig plant, which has 
700 employees, by the end of 2019. In addition, they 
announced that several hundred jobs were to be cut at the 

other plant in Saarbrücken. After failed negotiations with the 
union IG Metall the entire workforce went on strike for over 
48 days. 

After the acquisition by investor group AVIR Guß Holding, 
the two foundries will be named Gusswerke Saarbrücken 
GmbH and Gusswerke Leipzig GmbH. The sale opens up the 
possibility for a new beginning, said Bernd Kruppa, a 
representative of IG Metall Leipzig.

The acquisition by AVIR Guß Holding was implemented 
through a RIVA structure, which has already proven to be a 
suitable stabilisation mechanism in other crisis situations.

Dr. Thomas Meichsner (CRO) and Michael Capitain (CFO) 
will take over the operative management. Both managing 
directors have extensive experience in the automotive 
industry.

Following the takeover, AVIR Guß Holding with its 
subsidiaries Gußwerke Saarbrücken and Gußwerke Leipzig 
will be one of the largest and most important foundries in 
Europe and is an important factor in the supply chain for 
major automotive and engine manufacturers. 

With the new management, the new owner says they will 
initially ensure the immediate stabilisation and financing of 
the ongoing business operations. In the medium term, the 
existing investment backlog will be eliminated and the 
necessary maintenance investments carried out.

Neue Halberg Guss  
has new owners … again!

international news
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What can you expect from  
GIFA 2019?

In an interview with the 
German Giesserei 
magazine, GIFA and 

NEWCAST President Heinz 
Nelissen is optimistic that 
foundries will face future 
challenges and solve the 
problems together with their 
customers and suppliers.

What can visitors expect 
from the upcoming GIFA 
trade show? What will be 
different compared to last 
GIFA in 2015?

The megatrend of the moment and the topic of the future 
in production technology is additive manufacturing. Also the 
digital transformation is an issue for foundries. 3D printing 
has been gaining in importance alongside traditional 
manufacturing techniques. 3D printing has already proved its 
worth in practice in a wide range of high-end sectors such as 
in medical engineering as well as in the automotive and 
aerospace industries. Meanwhile the foundry industry and 
the steel and aluminium sectors have recognised the 
potential of 3D printing. GIFA is going to dedicate due 
attention to this topic, among others by a special show 
featuring the great potential this technology provides. I am 
sure that we will see 3D solutions and products not only at 
the special show, but also at numerous exhibitor stands. We 
are very likely to come across exciting approaches to 
designing self-optimising systems as part of the “digital 
transformation”.

Who should visit GIFA?
Everybody active in the foundry industry or in related 

sectors should see GIFA as an opportunity to get a personal 
impression of the state of the art and current development 
trends. The main target groups of GIFA are employees and 
managers of iron, steel and malleable iron foundries, as well 
as non-ferrous metal foundries. The trade show also 
addresses mechanical and apparatus engineering companies 
and manufacturers of equipment for the automotive and gear 
engineering sectors as well as the supply industry.

Recent development trends like 3D printing and digital 
technology are characterised by much shorter innovation 
cycles than those we know from classical foundry equipment 
suppliers. Competitive events such as the biennial Euroguss 
become bigger and more international, and new trade fairs 
with new focuses, like CastForge in Stuttgart, have emerged. 
How is GIFA positioned within this competitive landscape?

Events with a regional or national scope fulfill an 
important role, as they cover topical issues from the expert 
angle and address a regional audience. However, GIFA – and 
METEC, THERMPROCESS and NEWCAST alike showcase 
innovations, products and services on a global scale. No 
other trade show provides such a wide-ranging and far-
reaching picture of the complete range of foundry technology, 
cast products, metallurgy and thermal processing technology. 
It is a forum for both the big players of the foundry industry 
and the smaller, highly innovative champions to present 

themselves to a large 
audience. The big 
equipment suppliers 
often time their research 
and development projects 
around the four-year cycle 
of the show. The key to 
the success of this trade 
fair quartet is that it 
covers the complete 
market of both the 
demand and supply side. 
This also mirrors in the 
decision-making 
responsibility represented 

by the GIFA visitors. In 2015 more than half of the about 50 
000 visitors held top management positions and 
correspondingly high decision-making responsibilities. In 
terms of internationality, the trade fair quartet GMTN is 
second to none. In 2015, 58% of the visitors came from 112 
different countries. And the four-year cycle ensures that the 
event does not lose any vigour.

Is it true that apart from new topics such as additive 
manufacturing and the digital transformation the overall 
concept of the fair has remained the same?

Obviously GIFA comes up to the visitors’ expectations. For 
example, in 2015, 97% of the about 50 000 visitors gave a 
very high rating to the event and stated that their 
expectations had been fulfilled. Every second one stated that 
they had established new supplier relations. GIFA is certainly 
an ideal platform to meet customers, colleagues and junior 
staff. Young talent is expected to visit the trade show in great 
numbers again next year.

In which way has the economic landscape changed versus 
2015?

A key criterion for the assessment of the foundry market 
is the cast output. Non-ferrous metals foundries have seen a 
constant rise in production and, with lightweight construction 
and e-mobility gaining in importance, their prospects for the 
future are also excellent, especially in pressure and low-
pressure die casting.

But not for the iron foundries?
The iron foundries in Germany and elsewhere in Western 

Europe experienced a rather moderate development from 
2011 until recently. However, since 2017 and the first half of 
2018, they have been feeling a clear upturn. This was 
triggered by the growing demand in the mechanical 
engineering sector as a result of a catch-up effect and a 
booming phase in all its sub-segments, with the exception of 
wind power. Although the current market situation is very 
positive, there is a dark cloud on the horizon. This is due to 
the dramatically changing eco-political environment. Just take 
the anti-free trade measures implemented by the US 
Administration, the unsolved Brexit or the increase in 
sanctions. The reliability of business relations has definitely 
not improved. Let’s hope that the all in all a positive climate 
will persist beyond next year’s GIFA. 



What will be the main top issue at next GIFA?
I do not see one single, overwhelming topic, but several 

interrelating and interdependent issues. As well as additive 
manufacturing, topics like lightweight construction in 
automotive engineering, Industry 4.0, the digital 
transformation, energy and resource efficiency, and 
sustainability will play central roles at the next GIFA, not 
forgetting e-mobility.

Do you see additive manufacturing and casting as partners or 
competitors?

They are two 
complementary trends. 
Generative processes 
currently represent one 
of the most important 
and intensive research 
areas of the global 
industry. Products for 
specific applications, 
prototypes and parts for 
airplanes are already 
being produced by 3D 
printing, replacing 
castings in these areas. 
However, for large series 
production, casting still 
is the most economical 
process according to 
statements by major 
OEMs. With computers 
becoming increasingly 
more efficient and 
faster, costs decreasing 
and the quality of metal 
powders improving, this 
balance may, however, 
slightly shift towards 3D 
printing in the future. 
There are already 
examples of applications 
where 3D printing and 
casting complement 
each other. These will 
be featured in a special 
show at GIFA.

In your opinion, what is 
the currently the most 
exciting development in 
the world of casting?

Our industry can only 
prosper in the long run 
when we succeed in 
attracting and training 
foundry specialists of 
the next generation now! 
Our trade associations 
BDG and VDG as well as 
universities and 
companies have 
undertaken great efforts 
to improve our industry’s 
image and make the 
foundry trade attractive 
for more young people. 
We see the first positive 
results of this campaign. 

An increasing number of university graduates have followed 
the invitation to our annual foundry conferences in recent 
years. At the next GMTN we will offer a special programme for 
school students, giving them the opportunity to learn about 
the vast range of highly attractive technology related jobs.

The interview with GIFA and NEWCAST President Heinz 
Nelissen was conducted by Gerd Krause, Mediakonzept, 
Düsseldorf, Germany. This is a shortened version of the 
interview. To read the full interview visit:  
https://www.vesuvius.com/en/media/press-releases/foundry/
en/Interview-Heinz-Nelissen-GIFA.html
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US casting sales reach $33.1 billion
The US metal casting industry is expected to see 1.9% growth in 2019 

following a very strong 2018.

According to the 2019 Metalcasting Industry Forecast & 
Trends report published by the American Foundry Society 
(AFS), US metal casting industry sales reached $33.1 

billion in 2018, a 10% increase over 2017. 
Following a dip in 2016 to $27.3 million, the US casting 

industry recovered quickly and strongly in 2017 and 2018. 
Growth is expected to continue in 2019 with a 1.9% to $33.7 
billion in casting sales. In the short-term, through 2021, the 
US metal casting industry has a forecasted annual growth rate 
of 2.4%. Through 2027, this report is estimating a 2.4% long-
term annual growth rate for the industry.

The 2019 US metal casting industry is made up of 1 915 
facilities, with an industry capacity of 14 million tons and a 

forecast capacity utilisation of 82%. Top casting industries 
include motor vehicle manufacturing (NAICS 3361), aerospace 
product and parts manufacturing (NAICS 3364), transportation 
equipment manufacturing (NAICS 336), iron pipe, fittings, ingot 
moulds, and etc. (NAICS 331511), engine, turbine and power 
transmission (NAICS 3336), pump and compressor 
manufacturing (NAICS 33391), and industrial valve 
manufacturing (NAICS 332911). Those industries account for 
more than 40% of all casting sales.

Aluminium, magnesium, and investment cast steel are 
expected to have the highest rates of growth in the next 10 
years, with annual growth rates above 3%.

Based on the data secured through the “2017 Annual 
Census of World Casting Production” by Modern Casting 
magazine, China shipped 49.4 million metric tons of castings 
in 2017 compared to 12.06 million metric tons by India and 
9.7 million metric tons by the US. Following India and the US 
are Germany (5.5 million metric tons), Japan (5.4), Russia 
(4.2), Mexico (2.9), Korea (2.5), and Brazil (2.2).

The data in the AFS Metalcasting Industry Forecast & 
Trends is an estimated forecast based on an economic 
modelling tool and should be used only as an estimate. AFS 
cannot be held liable for its accuracy.

Worldwide casting production grew by 5.3% during a busy 
2017

In 2017, global production increased to more than 109.8 
million metric tons, an increase of 5.3% when compared to the 
previous year, according to the Modern Casting Census of 
World Casting Production. The nearly 110 million metric tons 
of metal castings produced in 2017 represent an increase of 
5.5 million tons. This rate of growth comes after two years of 
less than a half per cent growth.

Of the 33 countries that provided data for the past two 
years, 25 reported an expansion in annual volumes when 
comparing 2017 to 2016. Among the top 10 countries in total 
output, Russia had the highest growth in 2017 with an 
increase of 8.3% in production. China increased its total 
production by two million metric tons to a total of 49.4 million. 
Meanwhile, the US saw its tonnage increase by 4%, and for 
grey iron heavy India saw an increase of 6.2%.

Total production of iron increased, with grey iron growing 
6% and ductile iron expanding by 3.8%. Steel output grew by 
6%, while aluminium production jumped by 6.7%.

The data reported in the Census of World Casting 
Production is supplied by each nation’s metal casting 
association or similar representatives, as well as the World 
Foundry Organisation and CAEF, The European Foundry 
Association.
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So, it was for a very special purpose that the additive 
manufacturing experts were invited to rework one of 
Callaway’s latest 

putters in its Odyssey 
range, a favourite among 
pros and amateurs alike.

The Odyssey R-Ball 
Prototype putter was 
originally developed as a 
Tour-preferred model in 
Japan, its looks and 
distinctive, high-pitch ‘ting’ 
acoustic signature being 
the preference in that 
market.

The goal was to set 
about redesigning the 
R-Ball for more western 
acoustic tastes (less ‘ping’, 
more ‘plod’), so as part of 
its product innovation 
strategy, Callaway took the 
opportunity to work with GE 
Additive’s AddWorks 
experts to redesign the 
putter head for additive 
manufacturing.

“In terms of innovation 
and technology leadership 
in its sector, Callaway 
stands head and shoulders 
above the rest,” says 
AddWorks general manager 
Chris Schuppe, explaining 
that the project was not 
done simply for the sake of 
using metals 3D printing, 
but to improve a product.

For this particular putter 
head, the best way to 
optimise its acoustics was 
to add geometry using 
sound-mapping simulation, 
coupled with topology optimisation, although this created 
forms too difficult for conventional casting methods.

GE Additive AddWorks’ engineering consultants worked 
with Callaway’s design and engineering teams to apply 
additive manufacturing design practices and build upon the 
already proven design.

“They’re experts in their field already, but what they need 
help with is designing for additive manufacturing, and that’s 
kind of where we come in,” says Rob Hanet, a senior design 
engineer at GE Additive.

The AddWorks team refined existing designs to ensure all 

the putter head features were self-supported or easily 
supported during the 3D printing process.

Extra support branches were then designed to account for 
thermal stresses and 
overhang constraints 
particular to the GE Additive 
Concept Laser M2 3D printer 
that was used.

“Callaway must learn how 
to use this tool well,” says 
Brad Rice, R&D director for 
advanced engineering at 
Callaway.

“It’s inevitable that 3D 
printing of production parts 
will happen. It’s the 
production method of the 
future.”

Rice adds that to take 
aspects of the design further, 
particularly in the area of 
sound, the method of 3D 
printing the final part is the 
only way to solve the 
challenge, while also offering 
the ability to add further 
aesthetic flourishes that are 
equally important to a golfer.

“We’re allowed to literally 
change the performance of 
the product and create this 
pleasingly different shape that 
has a more ‘generative design’ 
look to it,” he says.

For GE Additive, the 
AddWorks partnership creates 
huge experience value for the 
company and its products, 
according to Rob Hanet. 

“What GE really gets out of 
this collaboration is insight 
into other industries. We can 
take that learning and make 
our machines better,” he says.

“We really want our equipment to enable our customers 
to meet the needs of their industry.”

In other words, while Callaway is learning how it can |use 
new additive methods in order to develop the sports 
equipment of the future, AddWorks is receiving in return 
transferable design knowledge, and GE Additive is  
uncovering new, real life experience on how to better tune its 
hardware.

As far as partnerships go, this is certainly a mutual win-
win that all parties can enjoy celebrating at the 19th hole.

GE Additive helps Callaway Golf Company 
break the mould to redesign putter head

As the team from GE Additive readily admits, Callaway knows a thing or two about 
creating top-level golfing equipment, including the putters and irons 

with which the brand is globally synonymous.
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GF Casting Solutions  
divests from iron casting plants

The trend towards lighter vehicles continues to have a 
substantial impact on the automotive industry. In this 
context, GF Casting Solutions, a division of GF, will 

have a stronger focus on light metal casting whilst reducing 
its presence in iron casting in Europe. As a consequence, 
the iron casting plants located in Singen and Mettmann 
(Germany) have been divested to members of the 
management of GF Casting Solutions, effective retroactively 
as of 1 December 2018. This portfolio reshaping and the 
resulting regional footprint adaptation are fully in line with 
GF's 2020 strategy. The strategic EBIT margin objectives 
will be increased to 9 to 10%. The transaction is profit 
neutral.

Lightweight design gains importance
The fast growing demand for aluminium and magnesium 

castings worldwide calls for a sustained increase of GF’s 
presence in this sector. Accordingly, GF Casting Solutions is 
building up new capacities in the US, Romania and China 
whilst extending its offering towards ready-to-mount parts. 
Moreover, the division is investing into its promising super 
alloy components business for aircraft engines and 
industrial gas turbines, following the acquisition of 
Precicast Industrial Holding SA (Switzerland) in April 2018.

In line with this portfolio re-focusing, the two iron 
casting plants in Singen and Mettmann (Germany) with a 
dedicated workforce of 2 000 employees and a combined 
sales of approximately CHF 620 million have been acquired 
by Fondium B.V. & Co. KG, Mettmann. GF remains a 20% 
investor for a transition period. Both parties agreed not to 
disclose the transaction price. Fondium B.V. & Co. KG has 
been founded by three current managers of GF Casting 
Solutions, Achim Schneider, Arnd Potthoff and Matthias 
Blumentrath. The three Executives have together more than 
40 years of experience in the industry. The new owners will 
continue all operating activities at the facilities.

Yves Serra, GF CEO, comments: “The reshaping of its 
portfolio will allow GF Casting Solutions to better leverage 
opportunities in light vehicle structures and aircraft engine 
components. With Fondium we found a partner whose 
owners have an extensive expertise in the casting business, 
able to ensure continuity for our customers and secure the 
further development of the two companies outside of GF.” 

Achim Schneider, co-owner and spokesman of the 
Fondium Group, states: “With Fondium we create an agile, 
owner-operated automotive supplier with a clear market 
focus. We are looking forward to creating a successful 
future together with our 2 000 employees.”

GF Casting Solutions will have a stronger focus on light metal casting whilst reducing its presence in iron casting in Europe.  
GF Casting Solutions has offloaded its iron foundry in Singen, Germany

The increasing relevance of lightweight design is having a significant impact  
on foundries. GF Casting Solutions reacts and already sells two  

European automotive iron foundries.
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Environmental and governmental pressures continue to 
push automakers worldwide to search for new areas of 
light weighting, and car structural components prove to 

be the new, fast-growing application for aluminium. This is 
true for both conventional internal combustion engine (ICE) 

vehicles, and electric ones. In addition, electric vehicles 
extensively use aluminium for other components, such as 
battery housings. The trend, of course, poses the question of 
optimal material choice for meeting key criteria in cost 
efficiency, lightweight as well as good mechanical, thermal 
and crash performance.

Traditionally, high-pressure die casting (HPDC) aluminium 
components are chosen over extrusions where complex part 
configuration is required. However, currently available HPDC 
alloys (both primary and secondary) typically cannot be used 
in ‘as cast’ state and require lengthy and costly heat 
treatment. Often, further mechanical straightening is needed 
to bring the casting to its original geometry after such 
treatment. The logical solution is to use alloys, which 
eliminate the process step and still yield sufficient 
mechanical properties – so called Non-Heat Treat alloys 
(NHT).

New Alcoa alloys
Alcoa had developed a NHT alloy that has been used by 

several manufacturers to produce shock towers, doors and 
other parts, yet it was difficult to cast due to hot cracking 
tendencies. To address this issue, Alcoa introduced two new, 
proprietary NHT alloys with improved castability, A152 and 
A153 (patent pending), at the Dusseldorf Aluminium Fair in 
October 2018. The new proprietary alloys demonstrate 
average elongation of nine to 11%, average tensile strength 
of 265 to 280 MPa and average yield strength of 150 to 170 
MPa in the as cast state - comparable to T5 or T6 temper of 
traditional foundry alloys used for such applications.

“Alcoa has a long history of innovation, developing alloys 
for the most challenging applications. These new non-heat-
treated alloys are products of years of research. We are 
pleased to introduce them to the market. The alloys are 
suited for complex thin-wall castings for car body structures 
for both conventional ICE and electric vehicles and are 
expected to bring substantial benefits for HPDC foundries, 
OEMs, and multi-material vehicle integration teams,” says 
Christine Keener, VP Commercial & Strategy at Alcoa 
Aluminium.

Alcoa: Non-heat treat  
HPDC foundry alloys for car body structures

The new alloys enable parts to be used in their ‘as cast’ state, 
eliminating two costly process steps - heat treatment and straightening – 

while yielding required mechanical properties.



Bentonite market 
to hit US$1.85  
billion by 2024  

with rising  
demand for smart 

infrastructure

The global bentonite market has a highly consolidated 
vendor landscape, says Transparency Market Research, 
in a recently published report.

A key strategy developed by players in the global 
bentonite market to outshine their rivals is expanding 
manufacturing capacity. They are seen focusing hard on 
manufacturing process differentiation and expansion of 
manufacturing product portfolio to steal a march over 
competitors. Regulating costs with delivering quality services 
is a key strategy of most businesses present in the global 
bentonite market.

Among the various key products in the market, growing 
demand for sodium bentonite is expected to boost the global 
bentonite market. This is because of increasing uptake of 
green sand casting process in the foundry. Region wise, Asia 
Pacific is expected to be leading the global bentonite market 
in the coming years. This is attributed to flourishing 
automotive industries in the region and also rising demand 
from the heavy equipment manufacturing industry.

Booming construction industry to fuel growth in global 
bentonite market 

Bentonite is majorly used as a binding agent and offers 
improved abrasive and mechanical strength. This product 
provides structural stability to iron pellets, improves drop 
strength and thermal resistance, and helps in extracting 
moisture. Bentonite is extensively adopted in the industries 
such as foundry sands, construction, iron ore pelletising, 
drilling mud, pet products, cosmetics, pharmaceuticals, and 
paper. Bentonite clay results from the changing of volcanic 
ash and is mostly used to close borehole walls, remove drill 
cuttings, and grease the cutting head. Such USP’s are driving 
the global bentonite market. Along with this, rising usage of 
bentonite in various industries, increasing demand for 
binders in iron and steel manufacturing, and growing need 
for liquor clarifiers are the factors boosting the growth in the 
global bentonite market.

Furthermore, Bentonite is majorly used in various 
manufacturing processes. Bentonite slurries find application 
in constructing special foundations for digging bored pills and 
diaphragm walls. Thus, rising demand for smart 
infrastructure, growing expenditure in infrastructural 
development, and rapid urbanisation are factors fueling the 
construction industry across the globe, which in turn propel 
the global bentonite market. Apart from this, rising metal 
industry, increasing demand for cattle feed and cat litter, and 
growing demand for manufacturing parts of vehicles in the 
automotive industry are also fueling the global bentonite 
market.
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Additive manufacturing of sand cores and moulds has 
attracted the attention of many foundries in recent years 
due to the process’ unique ability to form core shapes 

that cannot be manufactured using conventional coremaking 
techniques. It does this by a process called binder jetting, a 
reactive resin that most commonly is a furfuryl alcohol-based 
(FA) binder formulated for the application that is deposited on 
a substrate. Typically, the substrate is a silica sand that has 
been pretreated with an acid catalyst, but it can be a number 
of other aggregates used in metalcasting, such as zircon and 
synthetic ceramics.

The FA-based binder is similar to the more commonly 
known furan no-bake binder that is cured using a sulfonic 
acid, usually toluene sulfonic acid in water. Once the binder 
contacts the catalyst it cures in much the same way it will do 
in a no-bake foundry application.

First, a layer of the 
pre-treated substrate 
is spread evenly 
across a fixed space 
commonly called a 
build box. Build box 
sizes can range from 
300mm x 200mm x 
150mm all the way to 
4 000mm x 2 000m x 
1 000mm. The 
thickness of the pre-
treated substrate 
varies, but usually it is 
about 0.3mm.

Next, a print head 
using technology 
similar to common ink 
jet printers jets the reactive binder onto the sand. But, note 
that it is the manner in which the binder is deposited on the 
layer of sand that makes the process unique. The actual part 
geometry is created by the print head jetting the binder only 
onto the layer of sand in the required shape. This process is 
repeated until the final 3D part geometry is created.

Advantages of this process are well-known: The part 
complexity of a casting can be much greater than in typical 
sand casting because the need for draft and parting lines is 
greatly reduced; more complex shapes can be created; 
multiple cores can be combined into one; and multiple 
different core geometries can be combined into the build-box 
volume. These are just a few of the advantages.

There are some disadvantages, too: The build box for 
binder-jetting sand cores and moulds is comprised of both 
bonded and un-bonded substrate. Once the printing process 
has been completed, removing the core shapes from the build 
space can be time-consuming and detailed. The cured shapes 
need to be handled carefully and un-bonded sand carefully 

brushed or vacuumed away from the part.
While the core shapes and geometries are cured, some of 

the reactive furan binder can migrate away from the desired 
geometry and also cure, creating a sticky sand that can be 
more difficult to remove from the part, and certainly more 
difficult to remove than fully uncured sand.

The furan process described above is the most commonly 
used binder/catalyst used in the US. Compared to other 
processes known in Europe, such as Direct Croning, and direct 
silicate, binder-jetted furan is cured when the printing process 
has been completed. While strength will increase over time, 
the shapes can be handled. The Direct Croning process 
requires developing a usable green or uncured strength 
sufficient to allow part extraction, followed by post-curing to 
reach usable strengths for casting.

Several independent foundry binder suppliers have 
developed specially 
formulated furan 
binders to work in the 
binder-jetting process. 
Quite different physical 
and chemical 
properties are required 
to work successfully in 
the jetting process. 
Characteristics such as 
dynamic viscosity and 
surface tension are 
critical characteristics 
that must be carefully 
controlled.

These commercially 
available binders and 
catalysts are at the 

point of equivalency with those supplied by OEMs. However, 
care must be given to OEM warranty requirements if and when 
substituting any consumable used for 3D printing.

The economic viability of 3D sand printing depends in part 
on productivity, mostly being driven by the printing speed of 
the printer itself. But, being able to quickly extract cured cores 
and moulds has an obvious effect on emptying a build box 
and beginning the next print.

Continuing development efforts are focusing on reducing 
resin migration while improving part clarity and speeding part 
extraction. HA International is committed to extensive 
research into new materials for the binder jetting process.

This article was written by Doug Trinowski who is the 
Director of Special Projects R&D for HA International. Contact 
him at Doug.Trinowski@ha-international.com, or visit www.
ha-international.com

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

Understanding 3D sand printers  
and binder technologies

AM for cores and moulds is gaining popularity because of the  
flexibility and complexity it offers in production, but productivity is critical  

to the long-term prospects.
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Elkem acquires 
TM Technology Ltd.
Metal treatment specialist buys alloy producer.

Elkem ASA has acquired the UK company TM Technology 
Ltd, a manufacturer of the foundry alloy Tenbloc, which 
is used in the mould inoculation of ductile and grey iron, 

and its production facilities.
Elkem ASA is based in Norway, and is one of the world’s 

leading companies for environmentally responsible production 
of materials. Elkem manufactures a wide range of inoculants, 
MgFeSi alloys and pre-conditioners for the production of cast 
iron.  

Elkem is a global leader in metal treatment solutions to 
the cast iron industry and a supplier of high quality 
ferrosilicon to the steel industry. This acquisition will 
strengthen Elkem’s position in this market and the ability to 

provide customers a wider range of specialised products.  
“Our customers need different solutions for their metal 

treatment processes. At Elkem we want to support our 
customers’ success with reliable premium products and by 
sharing our experience in process improvement. With Tenbloc 
in our portfolio Elkem is able to extend the offering and meet 
customer demands even better,” said Roland Hennigfeld, 
Global Sales and Marketing Director for Elkem. 

The TM Technology Ltd plant is located in Dronfield UK, 
and will be rebranded as Elkem Dronfield Ltd.  

The acquisition was completed in 2018.
For further details contact Ceramic and Alloy Specialists 

on TEL: 011 894 3039 or visit www.ceramic-alloy.co.za

Metso to increase its foundry  
capacity in India to meet the growing 

global demand for cast wears for mining 
and aggregate industries

Metso is investing in the development of its foundry 
capacity in Vadodara, India. The initial investment 
includes the acquisition of the property and foundry 

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

“This investment fully aligns with our profitable growth 
strategy. It further expands our global manufacturing footprint 
in foundry products, improving our operational capabilities 
and allowing us to meet our customers’ growing needs both in 
terms of availability as well as reduced lead times,” says Sami 
Takaluoma, President, Minerals Consumables business area 
at Metso. “We are continuously investigating new ways to 
develop our supply capabilities through our own 
manufacturing facilities as well as through our supplier 
network.”

The foundry development will begin as soon as the 

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

Metso to divest its grinding media business to Moly-Cop
Metso has also signed an agreement to divest its grinding 

media business to Moly-Cop, a portfolio company of American 
Industrial Partners. The transaction comprises the sale of 
Metso Spain Holding, S.L.U, including operations in two 
locations with around 80 employees in Spain (Bilbao and 
Seville). The estimated turnover of the business in 2018 was 
approximately EUR 60 million. The value of the transaction 
will not be disclosed.

Moly-Cop is the leading global manufacturer of grinding 
media used primarily by global copper, gold, and iron ore 
producers to break down ore in the primary phase of mineral 
concentration. Moly-Cop was acquired by American Industrial 
Partners in January 2017.



castings sa   vol 19 no 5   February 2019   41

Indian foundry industry  
is set to double its growth rate  

in the next five years
The Indian foundry industry is set to double its growth rate 

in the next five years due to opening up of defence, 
railways and aerospace areas for the private sector, 

prompting the government to relax foreign direct investment 
norms, said the Institute of Indian Foundrymen (IIF) in recent 
reports.

In a statement issued at the conclusion of the 67th Indian 
Foundry Congress (IFC) at the India Expo Mart in Greater 
Noida, IIF President Shashi Jain said the industry, which 
employs around five million people directly and two million 
people indirectly, will generate additional employment for 
three million families in the next five years.

About 1 200 delegates from 15 nations, including 
Germany, Italy, China, Japan, the UK and US, took part in the 

67th IFC, according to IIF.
“Exports of foundry industrial components, which were on 

decline during the last two years, have registered an increase 
of $400 million while imports increased marginally up to 
$190 million during the year 2017-18 in comparison to the 
year 2016-17,” said Jain.

The industry has witnessed investment of around $600 
million in the last two years in expansion and modernisation 
and will need to invest an estimated $9-10 billion in the next 
10 years for capacity expansion to meet its targets, he added.

According to IIF, the auto sector is the largest consumer of 
the foundry industry. Currently, about four million tons, or 
approximately 30 per cent of the production of foundries 
valued at $4 billion, is consumed by the auto industry.
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Miratec TC technology  
shows best performance in  

turbocharger casting
ASK Chemicals has 

developed a zirconium-
free coating technology 

with Miratec TC. As a result, 
users are less dependent on 
rising raw material prices and 
benefit from a product that is 
in no way inferior to the 
performance of zirconium 
coatings.

To meet increasingly 
stringent carbon regulations, 
a rethinking of drive concepts 
is required for the long-term. 
Until e-mobility can be used 
across the board, however, 
conventional drive technology 
will be further downsized in 
conjunction with ever more 
powerful turbocharger 
technology in order to be able 
to satisfy the aforementioned 
requirements. To withstand 
higher exhaust gas 
temperatures, for example, 
turbocharger components are 
now cast in steel, a process 
that places new demands on 
coating technology.

In steel casting, it is state-of-the-art to use zirconium-
containing coatings, due mainly to the good refractory 
properties of zirconium. However, against the background of 
the rising zirconium prices, it makes sense to consider new 
solutions.

ASK Chemicals Research & Development has developed a 
new coating technology for turbocharger series casting, not 
only to meet the new requirement profile for turbocharger 
component casting, but also as a response to rising zirconium 
prices. Miratec TC is a zirconium-free coating technology, 
which nevertheless performs with excellent thermal stability. 
The technology gives the user more independence from rising 
raw material prices while benefiting from a product that is in 
no way inferior to the performance of zirconium coatings.

Due to the significantly lower density of the zirconium-free 
coating compared to zirconium-containing products, the 
Miratec TC series has a wider range. In other words, in 
addition to independence from high raw material prices, 
Miratec TC technology also provides the user with an 

extremely efficient coating solution. 
The new technology shows good suspension behavior in 

the dipping plant and adapted (short) cycle times in the 
application. Relatively short drying times are typical for the 
products. Thanks to consistent further development, series 
applications show a significant reduction in gas and surface 
defects as well as safety in achieving the required surface 
values.

“It is our task as a partner and supplier to offer our 
customers sustainable solutions. This includes solutions for 
new materials, but also products that are viable against the 
background of constantly rising raw material prices. Of course, 
ASK Chemicals always keeps an eye on the efficiency of the 
solution,” said Christian Koch, Technical Product Manager for 
coatings.

ASK Chemicals is presenting this and other efficiency 
enhancing solutions at the GIFA in Düsseldorf from June 25th 
to 29th, 2019 in Hall 12, Stand A22.

For further details contact ChemSystems Foundry Division 
on TEL: 011 922 1600 or visit www.chemsystems.co.za

product review
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At IFEX 2019, Bruker announced the launch of the new 
G6 Leonardo, an economic and robust inert gas fusion 
(IGF) analyser for oxygen, nitrogen, and hydrogen (ONH) 

concentration measurements in inorganic samples. The G6 
Leonardo extends Bruker’s line of 
high-precision, compact and easy-to-
maintain analysers by introducing its 
well-proven SampleCareTM into IGF-
analysis for metals and ceramics. The 
G6 Leonardo with SampleCare 
technology deploys the reliable Smart 
Molecule SequenceTM for robust and 
precise elemental analysis of ONH. 
With its pre-calibrated standard 
methods and argon carrier gas 
instead of helium, the G6 Leonardo 
addresses the needs of industrial 
process and quality control for easy 
and cost-effective operation.

SampleCare employed in the G6 
Leonardo includes EZDriveTM, the 
proven electronic motion module for 
automatic and torque limited 

positioning of the crucible, operating without additional need 
for compressed air. It ensures improved electrical contact 
between crucible and electrodes, while protecting the crucible 
against damage. SampleCare is completed by a water-cooled 

sample port that protects delicate 
samples from undesirable heating and 
hydrogen losses, as well as a high-
capacity dust trap and an in-line 
particle filtering system.

Bruker’s Smart Molecule Sequence 
measures the gases emitted by the 
sample directly with proven scientific 
principles for trustworthy results. It also 
allows oxygen determination without 
additional chemicals, ensuring high 
reliability and low cost of ownership. 
The sample temperature can be 
controlled with real-time temperature 
detection to prevent overheating and 
formation of unwanted byproducts.

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

Bruker launches the G6 Leonardo 
analyser for oxygen, nitrogen and  

hydrogen (ONH) analysis by inert gas fusion
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Morgan Advanced Materials has developed a 
proprietary leachable material which significantly 
cuts investment casting times in turbine engine 

blades by up to 20 per cent.
The development comes as the commercial aerospace 

industry is facing a significant overhaul. According to 
Market Research Future, the Commercial Aircraft Turbine 
Blades and Vanes Market is forecasted to grow at a CAGR 
of 6% by 2023.

High fuel prices, stricter regulations on noise and 
carbon dioxide emissions, and an increase in competition 
from low cost carriers are factors that are forcing 
manufacturers to develop modern aero-engines that are 
lightweight and fuel efficient.

To help aerospace investment casting businesses meet 
this surge in demand, the Technical Ceramics business of 
Morgan Advanced Materials has developed the Lema™ 
range of proprietary alumina-based materials. The new 
material shortens leaching cycles for alumina core support 
rods used in the production of turbine engine blades, while 
still providing the significant mechanical strength needed 
for robust production.

Typical alumina rods are renowned for their strength 
and load bearing capabilities. However, it can take several 
days to fully leach the materials, resulting in delays within 
the production process. In comparison, like-for-like Lema™ 
250 parts will experience approximately a 20 per cent mass 
reduction after 20 hours at 149°C and 185 psi. A 
comparable alumina part to Lema™ 250 does not show any 
mass loss under the same conditions.

Jennifer Kachala, Product Engineer at Morgan’s 
Technical Ceramics business said “At a time when demand 
for turbine engine blades is expected to grow substantially 

over the next few years, the enhanced leachability of 
Lema™ rods have been developed at exactly the right 
moment to help shorten processing times for casting 
manufacturers.

“Investment casting businesses will need to prove they 
can meet demand for the ramping build schedules of new 
engine programmes. Lema™ can help them achieve this 
while saving on costs.”

The enhanced leachability of Lema™ drives more cost 
and time savings. While quartz support rods can offer a 
cost-effective solution to alumina in terms of leachability, 
they do not have the mechanical strength of Lema™. This 
makes them less suitable for applications where part 
geometries and alloys require higher strength support rods. 
Lema™ components are approximately 1.5 times stronger 
than quartz equivalents.

“The global investment casting industry has experienced 
the pain point of long production times for years due to 
legacy materials and leaching processes. Morgan has 
overcome this challenge with Lema™,” said Kachala. “Our 
new material for support rods has been extensively tested, 
optimised to deliver strength and shorten production times, 
reducing cycle times and costs in casting turbine blades.”

“As a result, our customers can now meet growing 
demand, with improved quality for the aerospace and 
industrial gas turbine industries.”

For more about Morgan Advanced Materials’ Technical 
Ceramics and LEMA™, visit http://www.morganbrazealloys.
com/LEMA.

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

New material from  
Morgan Advanced Materials shortens  

production time of turbine engine blades



castings sa   vol 19 no 5   February 2019   47

HA International is introducing fluorine-free 
material for feeding systems developed by 
Chemex GmbH (part of the HA Group) that it 

said delivers a shrinkage-free product and increases 
casting productivity, even for complex designs. The 
material composition also results in reduced surface 
defects, and the new product line allows feeder 
placement in previously inaccessible locations, HA 
noted.

Chemex-fabricated cold-box binder systems, 
combined with the tele-feeder technique, represents a 
major advancement in the area of feeder technology, 
according to HA.

“As foundries move their production into more 
complex and thin-walled castings, they will appreciate 
a feeding system that offers increased productivity 
with important environmental advantages,” according 
to HA International president, Michael Feehan. 

“All of this makes for higher quality castings at less cost.”
As for the environmental advantages of the new material, 

the Chemex material means that oven curing of cold-box 
(CB-bonded) parts is not required, conserving energy and raw 
materials. Further, the low fluorine content in the material 

results in less fluorine content in the moulding sand, which 
decreases material scrap.

Learn more at www.ha-international.com
For further details contact SI Group | HA on  

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

Fluorine-free material for feeder systems
Chemex produces shrinkage-free casting with increased casting productivity, 

including for complex designs.
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Wheelabrator has re-engineered and upgraded its HTS 
range of hanger-type blast machines to meet fast-
evolving customer needs. The range is now more 

tailored to the requirements of less demanding light to 
medium applications, while maintaining high reliability and 
durability.

Ideally suited to light to medium-duty tasks in forge and 
foundry environments, the HTS range offers economical 
blasting of a variety of castings, forgings or heat-treated 
parts in highly flexible overhead monorail layouts (reversing 
Y-rail, closed-loop through-feed).

The machines integrate seamlessly into existing 
workflows and can cover a broad range of handling 
requirements.

The HTS operating principle: A rotating hook, running on 
a monorail, carrying individually hung parts, ensures every 
single workpiece is efficiently exposed to the abrasive from 
all sides. This saves abrasives and guarantees first-time 
pass rates of evenly treated parts.

The new machine design includes additional options to 
downsize blast wheels, choose a screw conveyor instead of 
screen vibratory conveyor, and adds the ability to deselect 
features not needed for lighter tasks, thereby substantially 
lowering investment costs. 

Through a clever re-design of the blast cabin and lining 
(allowing for more cost-effective manufacturing), and of the 
cabin door and control cabinet, the machine cost has been 

reduced even further. And unlike many non-Wheelabrator 
offerings both blast cabin, door and replaceable cabin lining 
remain in manganese steel, delivering a long service life and 
low maintenance requirements.

Flexibility and process reliability
Machines in the HTS range feature powerful U70 (direct-

drive) blast wheels with 11 to 15kW each for machines with 
two blast wheels and 15kW to 22kW each for machines with 
three and four blast wheels.

The blast pattern produced has been optimised to 
achieve even higher blast efficiency and ensure economical 
use of abrasives. A combined magnetic and air separator 
ensures the perfect condition of the abrasive mix. 

The machines can accommodate workpiece ‘bunches’ of 
between 1 100mm and 1 500mm envelope circle diameter, 
at a hanger height of 1 250mm to 2 100mm.

The maximum hook load ranges from 800kg to 1 500kg. 
The number of hangers circulating can be tailored to 
individual requirements by choosing from countless 
overhead monorail configurations.

Taken together, these features ensure maximum 
flexibility, process reliability and efficiency, particularly in 
1-to-2-shift environments.

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

New Wheelabrator hanger-type  
blast machine features strip out costs 

while increasing efficiency






