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editor’s comment

Milestones must be celebrated

T

his issue is dominated by
milestone occasions in the
history of two well-known
companies in the foundry industry,
both playing a role in the
development of the foundry industry
in South Africa. One is a supplier to
the industry and the other is a
foundry, arguably one of the most
advanced in the world.
The first is the 50th anniversary
of Insimbi Alloy Supplies, originally
established as Metallurg South
Africa in 1970. When doing my research for compiling the
story it was very interesting to see the names of people from
the foundry industry, both past and present, that have either
been involved with Metallurg or Insimbi, over the 50 years.
Recently retired names include Danny O’Connor,
Langham Carter, Dr Keith Campbell, Ray van Rooyen, Pieter
Schutte and Marie Samons. Then there are the many people
who have been with Insimbi and are still very active within
the company and in the foundry industry for many years.
These include Ed Liechti, Colin Botha, Fred Botha, Dudley de
Beer, Helen Fernandes and Len Hutton.
Of course during my research I came across those that
served their ‘apprenticeship’ or ‘university degree’ with the
company and have gone onto open up their own business or
are still involved with companies that are linked to the
foundry industry. These include Mike Retief, Russel Symons,
Mark Hughes, Brendan Homann, Jacques Swanepoel and
Antoinette Swanepoel. Sadly in this issue I report about the
late Thomas Wiese (Page 20) who was also involved with the
company.
Between the retired names and those still with Insimbi or
in the industry that is many years of knowledge and
experience. It was also very interesting to look at the photos
from not so long ago – some have improved with age and

with others it is debatable.
Atlantis Foundries celebrates 40 years since inception.
Atlantis Foundries has evolved over the years, originating
from Atlantis Diesel Engines (ADE), an engine machining and
assembly plant that was built in the late 1970s. The brand
‘ADE’ died away, but the company was purchased by
Daimler/Mercedes-Benz in 1999, and has continued to cast
cylinder blocks for heavy-duty trucks ever since.
The story of Atlantis is a true success story of a ‘National
Treasure’ surviving hard times to become one of the best
South African manufacturers in the world, and a world-class
leader in foundry innovation. In 2017 already, under the
leadership of Pieter du Plessis and who is now back in
charge after a couple of years of absence, Atlantis Foundries
had embarked on a process that would pave the way for it to
become a smart foundry and embrace the Fourth Industrial
Revolution. The corner stone of the project is the programme
of automation in the foundry. The smart foundry ambitions
have continued within the foundry with the aim of retrieving
live data to enable immediate analysis and reaction.
The report in this magazine on this development was
read extensively in Germany and it led to further
development between the two countries. At the time one
supplier even said he thought their company was way ahead
in the game until he read the Atlantis Foundries report and
realised how far they were behind.
You could almost say that this issue is one of nostalgia
but it is not, in my opinion. There are all the facts that have
been articulated but the reports are also a showcase of how
the South African foundry industry can keep up with the rest
of the world and also lead the way forward.

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.

Postal Address:
P.O. Box 14863, Wadeville, 1422.
Website: www.foundries.org.za

Council Appointments for 2020

Executive Secretary
Tel: +27 (11) 559 6455;
Fax: +27 (11) 559 6526;
email: mbiljon@uj.ac.za

Chairperson – Glen Dikgale
Deputy Chairperson – Janley Kotze
Treasurer – Vacant
Other Directors – Enno Krueger, Nigel Pardoe and
Didier Nyembwe
Elected Members – Kevin van Niekerk, Andrew McFarlane,
John Taylor, Nigel Brains
Address Details
University of Johannesburg Metal Casting Technology Station —
Metallurgy; Room G101, John Orr Building, Corner Siemert
and Beit Street, Doornfontein, Johannesburg, Gauteng.
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Western Cape:
Phiwe Nene
Cell: 072 606 0913;
email: phiwe@live.com
Dates for future SAIF activities
2020 Annual Awards evening - TBA
2020 SAIF Annual Golf Day - TBA

WE HELP WITH THE MANUFACTURE OF
COUNTLESS PRODUCTS EVERY DAY.
By helping to ensure that sufficient raw materials can be processed
further - with the help of our products and experts.

new
Products

FEEDEX NF1 sleeve
SEMCO FD coatings
KALPUR direct pour
application
Find all new products

Watch video

FEEDEX NF1 SLEEVES
Exothermic feeder sleeves for non ferrous
applications eliminate the need for exothermic
riser powders

Watch video

SEMCO FD COATINGS
Water-based coatings designed for flow
coating applications that will dry quicker than
traditional water-based products

Watch video

KALPUR
feeder sleeve
New direct pouring application for automatic
green sand moulding lines

Tel: +27 11 903 9500

SAinfo@foseco.com

Subscribe to our newsletter at www.newsletter.foseco.com
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industry news

50 years of achievement at
Insimbi Alloy Supplies

Insimbi Alloy Supplies has undergone significant change since its beginnings in
1970. These developments have resulted in a much larger and more diversified
group of companies than the founding members could ever have imagined 50 years
ago. Insimbi Alloy Supplies has emerged as the name of the division that includes
the products and roots from the original company – a supplier of ferrous and
non-ferrous alloys to the South African market – and it is this division
that is now celebrating 50 years of achievement.

The current Insimbi Alloys Supplies management team includes Executive Director Colin Botha, CEO Ed Liechti and Director Dudley de Beer

M

etallurg South Africa was established in Johannesburg,
South Africa in 1970 as a company mining chrome
near Rustenburg, North West Province and mining
tantalum in Springbok, Northern Cape by Metallurg Inc, a US
supplier and producer of specialty metals, alloys, metal-based
chemicals and powders. These products included grain
refiners, tungsten carbide powders, Ferro Molybdenum, Ferro
Titanium and welding powders. They also represented
companies who produced products such as inoculants,
nodulisers and calcium.
The mine in Rustenburg was setup for the supply of
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chrome ore to the Metallurg plant in Germany. The founders of
Metallurg South Africa had pioneered submerged-arc
production of both low-carbon and high-carbon ferrochrome in
Germany prior to the First World War, turning to South Africa
because their Turkish mines grew to be too expensive to
operate.
However, South Africa’s low cost of electricity and volumes
of local ferrochrome production eventually proved too
competitive for Metallurg’s German ferrochrome plant,
resulting in a decision by Metallurg South Africa to sell its
chrome-mine to a then strongly-ascending Samancor and also 

to close its tantalum operation
were wholly imported.
that was rendered uneconomic
In an import substitution
by falling tantalum prices.
initiative, the company opened
After this, the Metallurg
negotiations with US-head–
group turned its attention to the
quartered Allied Mineral
production and supply of
Products Inc., a producer of
master alloys to the aluminium
monolithic refractories for the
industry, notably titanium-boron
foundry, steel and aluminium
aluminium and strontium
industries, and formed a joint
aluminium, which refine the
venture company – AMETSA
grain of aluminium to make it
(Allied Metallurg South Africa) –
easier to fabricate. At one
in August 1997. Initially the
stage, the Metallurg group was
company operated primarily as
one of only two global
a sales organisation supplying
producers of these alloys, which
monolithic refractory products to
were processed at the group’s
the South African market
Insimbi Alloys Supplies was the new name chosen for the company
London & Scandinavian Metals
manufactured by Allied Mineral
after the MBO in 2003
plant in the UK and at the
Products Inc.
Shield Alloy plant in the US.
During this period a manufacturing facility was being setup
The group also produced many alloys, including
in Wadeville, Johannesburg and the company began supplying
ferrotitanium, ferro-boron, tungsten carbide, chromium metal
locally manufactured product in March 1998. At the time the
and chromium carbide.
South African manufacturing plant was only Allied Mineral
At the time among Metallurg South Africa’s many large
Products Inc.’s second manufacturing operation to be
master alloy customers were NF Die Casting (now Maxion
commissioned outside of the USA. In January 2008 Allied
Wheels) and Hulett Aluminium (now Hulamin). Its tungsten
Mineral Products Inc. acquired the remaining 49% shareholding
carbide customers included De Beers Industrial (Debex).
of AMETSA. The name AMETSA was dropped completely and
Metallurg South Africa also represented Bozel Electro
the company was renamed Allied Mineral Products South
Metallurgie of France, a producer of calcium silicide, calcium
Africa.
silicon manganese, ferro-silicon magnesium, inoculants and
Metallurg South Africa had also built up relationships with
silicon metal. In the eighties, group products, together with
many other regional and international partners serving the
Bozel products, represented 90% of Metallurg South Africa
metallurgical and minerals industry. These include
sales.
Refratechnik, The Rath group, Drache, Assore and Rand
In those days the five-person company had single-floor
Carbide, Allied Minerals, Philips Kiln Services, Geka, Optic
premises in central Johannesburg and rented warehousing in
Europe, Injection Alloys, Anglo American Platinum Mines, the
City Deep. The company was also registered as a clearing and
Nimag Group and Sasol Carbo-Tar.
forwarding agent with its own shipping division.
To grow, the company diversified into more non-group
MBO in 2003
products from its strong group-product base. At the same time
2003: The year was a big milestone in the company’s
it formulated a plan to put a considerably greater export
history. Management of Metallurg SA entered into a new
element into the activities of the company’s in-house shippers
ownership agreement resulting in a break from Metallurg Inc.
and simultaneously achieve optimum organic and acquisitive
The deal was negotiated at the instigation of New York
growth within the company’s Southern African footprint.
management, who asked South African management to
In the late eighties, Metallurg South Africa entered the field
arrange the MBO (Management Buy Out), prompted by heavy
of bulk alloy supply, acquiring
losses in the wake of the
several new local agencies
September 11 attack on the
including Rand Carbide’s
World Trade Centre Twin
ferrosilicon agency, Ore &
Towers, which led to the US
Metal’s ferromanganese and
owner temporarily slumping
Consolidated Metal Industries’
into chapter-eleven
charge chrome agency, which
receivership, from which it has
necessitated moving to a larger
since emerged. In the interim
warehouse in Wadeville,
Metallurg South Africa was able
Gauteng.
to re-establish itself as an
In 1992, the company
entity completely independent
purchased the now fully-paid 7
of the global Metallurg group.
690m² office and warehouse
The six members of the
premises in Crocker Road.
MBO were Langham Carter,
Subsequently the company has
Danny O’Connor, Pieter Schutte
added a further 3 000m² of
(all since retired), Fred Botha,
office and warehouse space.
Colin Botha and Eddy Liechti.
In the late nineties,
Besides management RMB
Metallurg South Africa - now Insimbi Alloys Supplies - was
established in Johannesburg, South Africa in 1970 as a company
Metallurg South Africa had
Corvest and Tandem Capital
mining chrome near Rustenburg, North West Province and mining
virtually saturated the market in
were included in the
tantalum in Springbok, Northern Cape by Metallurg Inc, a US
its role as a metal trader and
shareholding. Tandem Capital
supplier and producer of specialty metals, alloys, metal-based
began seeking production
was 61% black-owned and was
chemicals and powders. These products included grain refiners,
niches. What became patently
controlled by a board with a
tungsten carbide powders, Ferro Molybdenum, Ferro Titanium and
clear was that induction furnace
majority of previously
welding powders. They also represented companies who produced
liners for the foundry industry
disadvantaged individuals.
products such as inoculants, nodulisers and calcium
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In its negotiations with New York for the purchase of
Metallurg South Africa the MBO team successfully negotiated a
reduction in price. This, coupled with the strengthening of the
rand, resulted in a considerable saving for the team.

Essentially Insimbi’s business revolves around supplying alloys, raw
materials and other ancillary products that are critical to the
manufacturing process in the various industries

In 1992, the company purchased the now fully-paid 7 690m² office
and warehouse premises in Crocker Road, Wadeville. Subsequently
the company has added a further 3 000m² of office and warehouse
space

Insimbi Alloy Supplies, the original company that led to the
formation of Insimbi Industrial Holdings Limited, turns 50 this year
and specialises in the supply of industrial consumables to a wide
range of markets
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2005: Metallurg melts into Insimbi Alloy Supplies
A clause in the MBO agreement was that the South African
company had to change its name within two years. This took
place in 2005.
Danny O’Connor, Managing Director at the time, said that:
“Insimbi reflects the name of the business as it is today. It is the
Zulu word for metal, which is durable and long-lasting. Just as
Metallurg has proved itself to be, and Insimbi will continue that
tradition.”
“The name was specifically chosen to reflect our pride in our
South African roots, signifies our commitment to creating a truly
broad-based black empowerment company that offers equal
opportunities to all our employees and illustrates our
commitment to the social upliftment of all South Africans
regardless of race, religion and gender.”
By the time the MBO was consummated the contribution of
Metallurg Inc. group products to sales turnover represented only
7%, the 93% arising from non-group products with the bulk of
them being sourced in South Africa.
Post MBO, the company was released from having to pay
New York a yearly dividend, which formerly cut disruptively into
cash-flow. It also allowed the company to start on a further
growth and diversification strategy.
Listing on the AltX board of the Johannesburg Stock Exchange
This began in 2008 when the company acquired Future
Alloys, a secondary aluminium smelting operation, and changed
its name to Insimbi Aluminium Alloys. This was the first of a
number of subsequent acquisitions by Insimbi. It had previously
acquired Natal Foundry Supplies, its agent and distributor in
KwaZulu-Natal, which subsequently changed its name to
Metallurg KwaZulu-Natal.
In what can be regarded as one of the company’s biggest
milestones in its history the company announced that, subject to
the achievement of the required spread of public shareholders,
the JSE Limited (JSE) had formally approved the listing of 260
000 000 ordinary shares, with a par value of 0.000025 cent
each, in the share capital of Insimbi on the Alternative Exchange
(AltX) of the JSE from the commencement of trade on Friday, 14
March 2008. The shares were to trade under the abbreviated
name Insimbi, with a share code ISB and ISIN ZAE000116828.
An amount of up to R67 275 000.00 before expenses would be
raised by Insimbi in terms of the sale of 58 500 000 Insimbi
shares at an issue price of between 80 cents and 115 cents per
Insimbi share in the private placement.
The next few years would be spent consolidating existing
operations and acquiring other companies. In 2009 the
company acquired Global Materials in Cape Town including a 4
000m² warehousing and office space. Global Materials had
been Insimbi’s representatives in the Western Cape for a
number of years.
A further acquisition in the Cape took place in 2010 when
the company acquired the entire share capital of Metlite Alloys
and Metlite Properties, based in Montague Gardens, Cape Town.
At the time the announcement caused the company’s shares to
soar 8% on the stock exchange. Metlite had been in operation
for more than 20 years and its core business is manufacturing
various high-quality aluminium alloys and aluminium
de-oxidants.
That same year Insimbi purchased one of the major
providers of metal fibre to shotcrete suppliers in Southern
Africa’s mining industry Metalloy Fibres, which at the time was



Insimbi Alloy Supplies beneficiates raw materials at its warehouse
in Wadeville, Gauteng

part of the Nimag Group of Companies. Insimbi Fibres Division
was formed and this was the beginning of the company’s
strategy to diversify and move into other industries.
In 2011 the company launched Insimbi’s Exports Division
and also established a new company Insimbi Nano Milling,
which is involved in the micronisation of raw materials used
as an alternative to titanium dioxide used in the paint and
coating industry.
Insimbi Alloy moves from AltX to JSE Mainboard
In 2012 Insimbi migrated to the non-ferrous Industrial

Insimbi Alloy Supplies has the ability to cut to size and guillotine raw
material

Metals sector on the main board of the Johannesburg Stock
Exchange under the ticker ISB. The company said the move
to the main board would expand its options for raising
capital. The listing would open up “exciting opportunities”,
said Pieter Schutte Insimbi’s CEO at the time and one of the
original executive directors. Schutte had taken over from
Danny O’Connor in 2008, when he retired.
With the listing the name of the company was changed to
Insimbi Refractory and Alloy Supplies Ltd.
In August 2015 the company announced it had acquired
75 per cent of issued ordinary share capital in Polydrum
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(Pty) Ltd, which was situated adjacent to the Insimbi campus
in Wadeville.
Acquisition of Amalgamated Metals Recycling (AMR)
The next big acquisition took place in 2016 when the
company acquired 100% of the AMR Group, as well as the
properties from which the AMR Group operated. The business
conducted by the AMR Group is that of the aggregation,
processing, recycling and sale of scrap metal, for which
business is conducted from three facilities on the properties
located at Devland, Roodepoort and Booysens in Gauteng.
Amalgamated Metals Recycling (Pty) Ltd was founded in 2002
with 40 staff members and has since grown to 230 staff
members across the three branches. The purchase price for
the AMR Group, and the properties, was for an amount of
R284.1 million, of which R234.1 million was payable in cash.

according to markets served and these new business entities
are managed by different CEO’s. The entities and CEOs are:
• Amalgamated Metal Recycling – Chris Coombs
• Insimbi Aluminium Alloys – Shaun Green
• Group Wreck – Chris Coombs
• Treppo Group – Mike Oppert
• Insimbi Alloy Supplies – Ed Liechti

Under this structure it oversees the various divisions that
include a refractory division that services the steel industry’s
refractory requirements, a specialty division that services the
welding and optical industries, a steel division that services
the steel industry’s raw material requirements, the foundry
division that services the foundry industry, the non-ferrous
division that services the aluminium industry, the rotary
division that services the cement industry’s refractory
requirements, the mechanical division that addresses the
Fred Botha appointed CEO of Insimbi
maintenance needs of primarily, rotary kilns and ancillary
With the retirement of Pieter Schutte as the CEO in
equipment in the cement, lime and DRI industry, the powder
November 2017 the Insimbi
coating division that services
Board announced that
the metals finishing industry,
Commercial and Financial
the export division that
Director Fred Botha was
focuses on the company’s
appointed as the new CEO of
expansion into Africa and the
the company, effective 1 June
rest of the world and the fibres
2017, and is still the current
division that supplies fibre into
CEO. Fred Botha is one of the
the construction industry.
original MBO executive and was
Essentially Insimbi’s
also the Group Financial
business revolves around
Director since April 2014. In
supplying alloys, raw materials
2018 he would become the CEO
and other ancillary products
of the restructured holding
that are critical to the
company.
manufacturing process in the
various industries. These
Changes name to Insimbi
products are sourced locally
Metallurg South Africa’s management team at the time of the
Industrial Holdings Limited
and internationally or
MBO in 2003. Standing are Eddie Liechti and Colin Botha, Gary
In 2018 the JSE-listed
manufactured by one of the
Macdonald (RMB Corvest), Peter Schutte, Fred Botha and Roy
company increased its stake in
company divisions. For
Makkink. Seated are Danny O'Connor, Langham Carter and Kerry
the scrap metal recycling
example, the various
Hurst (RMB Corvest). Metallurg South Africa partnered with
industry with the acquisition of
aluminium products in the
RMB Corvest, the private equity company that assisted in the MBO
Group Wreck for R120 million.
form of aluminium pellets,
Group Wreck is involved in the
ingots and other shapes.
sourcing, trading and purchasing of scrap, non-ferrous metals
The current Insimbi Alloys Supplies team, which includes
in KwaZulu-Natal, South Africa. The rationale for the
Executive Director Colin Botha and Director Dudley de Beer,
transaction is to expand the geographic reach of Insimbi’s
has a wealth of experience.
ferrous and non-ferrous business, expand its client base, and
However, with the acquisition of Polydrum (now known as
enhance its access to raw material for purposes of
Insimbi Plastics), a manufacturer that specialises in the blow
beneficiation.
moulding of plastic containers for the chemical, agricultural
In July 2018 shareholders were informed that the
and food industries, it showed management’s commitment
company name change had been approved at the AGM. The
not to be reliant just on the foundry, steel, refractory and
name would therefore change from Insimbi Refractory and
cement industries. The added bonus of acquiring this
Alloy Supplies Limited to Insimbi Industrial Holdings Limited.
business was the numerous synergies that it has with
“As the Insimbi group continues to diversify and follow the
Insimbi’s existing customer portfolio.
multi-dimensional growth of the past few years, it has elected
In 2019 Insimbi moved further into scrap metal recycling
to rebrand to Insimbi Industrial Holdings Limited to fully
with the acquisition of the Treppo Group for R109 million.
embrace and reflect the new vision and direction of the
company,” the company statement said.
SAIF award
Insimbi has been a corporate company member of the
New group structure
South African Institute of Foundrymen (SAIF) for many years
Over the years, the core business of Insimbi has expanded
with various members of its staff at some time serving on the
and today the company has separate divisions that operate
institute’s committee.
from its Wadeville, Germiston head office, as well as branches
For over 30 years the company has sponsored an award
in Cape Town and Durban. In addition the group also has
at the annual SAIF Awards evening. The award is for a
three independent manufacturing companies. Ed Liechti now
metallurgy student that achieves the highest marks in their
oversees the original core business.
first year of study.
The listed entity Insimbi Industrial Holdings Limited, with
For further details contact Insimbi Alloy Supplies on
Fred Botha as group CEO, oversees the new group structure
TEL: 011 902 6930 or 011 865 8800 or visit
whereby separate business entities have been created
www.insimbi-iras.co.za
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Atlantis Foundries –
40 years of history

Atlantis Foundries has evolved over the years, originating from Atlantis Diesel
Engines (ADE), an engine machining and assembly plant that was built in the
late 1970s. The brand ‘ADE’ died away, but the company was purchased
by Daimler/Mercedes-Benz in 1999, and has continued to cast
cylinder blocks for heavy-duty trucks ever since.

D

aimler has
Atlantis Diesel
another
Engines – in
foundry
principle, not
specialising in the
much has
casting of truck
changed for
components in
Atlantis Foundries.
Mannheim,
The foundry
Germany, but
still produces
severe
high-quality autoenvironmental
motive castings
laws have
for the commerrestricted
cial vehicle induspossibilities for
try, but can now
expansion. In
regard itself as a
order for Daimler
global leader in
to meet their
the foundry indusmarket demands,
try through measAtlantis Foundries
ures such as the
In 1980, and at a final cost of 260 million rand (the equivalent of approximately 3 billion rand
provides them
implementation of
today), the two engine factories for Daimler-Benz and Perkins were completed. To cover the
with the additional
artificial intellicosts of establishing the ADE plant, the government raised import tariffs on diesel
capacity they
gence and
engines to a prohibitive level, despite strong protests from the private sector
need from their
machine learning
site in Atlantis,
to achieve zero
approximately 50km north of Cape
defects on the large engine block castTown, along the West Coast of South
ings that are supplied to their customAfrica.
ers in the United States and Europe.
Since becoming part of the
Literally though, much has
Daimler family, Atlantis Foundries has
changed at Atlantis Foundries, and the
exported all its engine blocks to
foundry, while now navigating the
customers in the UK, USA, South
aftermath of the damage done by the
Korea and Germany, and despite
COVID-19 pandemic, looks set to
being through a number of ownership
consolidate and improve its innovative
changes in the last few years, is now
approaches to eliminating casting
back in the Daimler Trucks family.
defects. Continuous improvement is
The story of Atlantis is a true
part of the culture at the foundry, and
success story of a ‘National Treasure’
this explains why the foundry is able to
surviving hard times to become one
achieve a gross melting capacity of
of the best South African
100 000 tons per annum.
manufacturers in the world, and a
In 1979, and defined as a
world-class leader in foundry
‘National Strategic Resource’, Finesco
innovation.
(Pty) Ltd, the development company
We reflect on the company’s last
was given the task to start
40 years of history.
construction of the ADE facility, which
While much has changed in the
was to become a licenced
In the late 1980s casting and machining of V-blocks
world since 1978 – the year that the
manufacturer of Mercedes-Benz diesel
(V6 to V12) was introduced, which also began to
Industrial Development Corporation
engines.
power Bell Equipment’s articulated dump truck.
(IDC) effected an initiative to create a
In 1980, and at a final cost of 260
Forgings for crankshafts were supplied by
national strategic resource to provide
million rand (the equivalent of
neighbouring plant Atlantis Forge. This picture, taken
diesel engines to the South African
approximately 3 billion rand today),
in 1988, shows the first V-block and a 57kg 4-cylinder
market – and the formation of
the two engine factories for Daimler- 
passenger car block with John Davies
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Core dipping was done manually until robots were introduced.
Today core dipping is automated and done with Fanuc robots

Benz and Perkins were completed. To cover the costs of
establishing the ADE plant, the government raised import tariffs
on diesel engines to a prohibitive level, despite strong protests
from the private sector.
ADE was set to create 1 500 jobs in the engine machining
and assembly plants alone by producing Mercedes-Benz and
Perkins diesel engines for the South African commercial and
agricultural markets, and for military vehicles such as the Ratel
IFV, Buffel, Casspir and SAMIL Trucks and in the following years

One of the first and the biggest robots to be installed was a Fanuc
M-900iC dipping robot linked with automatic coating control
systems. Every robot has been named and this one has been
christened Eben after the South African rugby player Eben Etzebeth

almost all SADF armoured vehicles and transport vehicles were
fitted with ADE engines.
The first Managing Director of ADE was Hartmut Beckurts.
Fritz Korte took over from him in 1990 and was followed by
Ron Shires. In 1999 Gerry Klos took over as MD of Atlantis
Foundries, followed by John McEwan, Peter Hommel, and Felix
Homburg. After the change in ownership in 2015, Pieter du
Plessis held the position of CEO of Atlantis Foundries, and was
followed by Christoph Ewers before Pieter returned to his
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Separate machining lines were setup both on the Perkins side and
on the Daimler-Benz side in order to protect intellectual property
and brand identity and components included blocks, heads, cranks,
cams and conrods, alongside other parts such as sumps, supplied
by Atlantis Aluminium (Atlantal) and flywheels by
Leyland Motors and other suppliers

former position to take over the
helm as CEO once again, at the
end of June 2020.
In 1981, ‘ADE part’ was born,
creating a further 2 500 jobs,
taking the total employment up to
a massive 4 000 employees and
at the same time, Ferroform
started the construction of a
greenfield Foundry project on a
neighbouring site with the
intention of producing automotive
castings such as engine (cylinder)
blocks for supply to ADE
machining and assembly. From
early 1981 engine assembly and
testing started, mostly from CKD
kits (complete knock down) until
the machining of the main engine
components was introduced later
during 1981.
Separate machining lines were
setup both on the Perkins side
and on the Daimler-Benz side in
order to protect intellectual
property and brand identity and
components included blocks,
heads, cranks, cams and conrods,
alongside other parts such as
sumps, supplied by Atlantis
Aluminium (Atlantal) and flywheels
by Leyland Motors and other
suppliers. Machining lines were
equipped with state-of-the-art
equipment supplied by
Tiefbohrtechnik (TBT), Stama,
Naxos Union, Diedesheim and
Heller.
After 15 months of designing
and building, the foundry was
completed in 1982 and in March
of the same year cast its first
engine block which was used to
power an ERF model 66 truck.
The Ferroform Foundry Group

12
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Machining lines were equipped with state-of-the-art equipment
supplied by Tiefbohrtechnik (TBT), Stama, Naxos Union, Diedesheim
and Heller

The Atlantis Foundries complex as it looks today

In 1981, ‘ADE part’ was born, creating a further 2 500 jobs, taking
the total employment up to a massive 4 000 employees and at the
same time, Ferroform started the construction of a greenfield
Foundry project on a neighbouring site with the intention of
producing automotive castings such as engine (cylinder) blocks for
supply to ADE machining and assembly. From early 1981 engine
assembly and testing started, mostly from CKD kits (complete
knock down) until the machining of the main engine components
was introduced later during 1981
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was later sold to the Murray
and Roberts Foundries
Group, and later acquired by
ADE in 1985, where the
legacy of Atlantis Foundries
(Pty) Ltd. as we know it
today, began.
In 1986, the foundry
produced a momentous
45 000 castings, and
although this number is low
in comparison to the volume
of castings produced and
sold worldwide by Atlantis
Foundries today, it was a
substantial volume in the
1980s, especially since this
was only produced for the
South African market.
In the late 1980s casting
and machining of V-blocks
(V6 to V12) was introduced,
which also began to power
Bell Equipment’s articulated
dump truck. Forgings for
crankshafts were supplied
by neighbouring plant
Atlantis Forge.
By this time ADE
engines, specifically the 400
series, had become a wellestablished South African
brand and product, (many
still refer to Atlantis
Foundries as ‘ADE’ today),
powering not just defence
vehicles but also MAN buses
for the Durban Transport
Management Board.
Trade embargoes were
finally lifted in 1994 and
South Africa was free again
to procure engines and parts
from overseas, however the
removal of this embargo


During the latter half of 2017, Atlantis Foundries installed an offloading robot at the shotblast machine. In addition to off-loading,
the robot will use the spare cycle time to perform fettling of the
front and rear face of the casting

meant that ADE now had competition from foreign engine
manufacturers. Business continued, and in 1996, Golden Arrow
Buses replaced all the engines in their fleet with ADE 447
engines, many of which are possibly still in operation today, with
further contracts secured in 1998 to supply 140 000 engine
blocks for Mercedes-Benz passenger vehicles and engine blocks
for the Nissan Diesel Coca-Cola delivery trucks.
Sadly ADE’s lack of competitiveness in the global market led
to their demise and ultimately to their insolvency in 1999, and
ADE was no more, although their success in the earlier years will
never be forgotten. However, in order to secure their supply of
engine blocks, DaimlerChrysler (now known as Daimler AG),
acquired Atlantis Foundries and the Block Line 1 machining
facility and incorporated them into the Daimler Trucks
Powertrain business unit through its local subsidiary, MercedesBenz South Africa (Pty) Ltd., and re-opened the very next day
employing 500 people.
The takeover by DaimlerChrysler increased to incorporate the
acquisition of the Business Park, machining facilities, and the
crankshaft line from the IDC in 2002. And what followed next
was a path of continuous growth, including an upgrade of the
Perkins machining line and an expansion project for the
introduction of the Heavy-Duty Engine Platform (HDEP) for
Daimler Trucks, and the installation of a second mouldline for

In 2017 already, under the leadership of Pieter du Plessis, Atlantis
Foundries had embarked on a process that would pave the way for it
to become a smart foundry and embrace the Fourth Industrial
Revolution

14

castings sa

vol 21 no 3

October 2020

In 2018 Atlantis Foundries achieved yet another notable milestone
in the company’s history, when it cast its one-millionth Heavy-Duty
Engine Platform (HDEP). These grey iron castings are currently
produced in two variants at Atlantis – OM471/DD13 and OM472/
DD15 and supplied to Daimler AG in Germany, and Detroit Diesel
in the US for use in Mercedes-Benz (Europe), Freightliner (USA)
and Fuso trucks

the production of Mercedes-Benz cylinder blocks for SsangYong
in 2003.
The next eight years saw further growth and expansion, with
the installation of a new dedicated machining line for Perkins
‘Vista’ engine blocks consisting of 22 CNC machines, two
additional 10-tonne furnaces, new fettling areas, a new
coreshop, a second mouldline and a new steel scrap handling
facility.
As for the foundry itself, the journey of diversification,
enhancement and expansion has been equally significant.
Boasting a melting capacity of 80 000 tons per annum, the
foundry uses cold box technology to facilitate the full spectrum
of shapes and sizes across its engine blocks, operating fully
automated core dipping facilities to connect to its tunnel
indexing core drying oven and using green sand moulding
techniques to be able to cast as many as 160 000 moulds a
year and catering for the full range of automotive component
grades including GG20, GG25, GG26 Cr, GG26 CuCr, and GG30.
In addition, Atlantis Foundries also has the basic infrastructure
to manufacture castings in Compact Graphite Iron (CGI) and
Spheroidal Graphite Iron (SGI).
After casting, the foundry offers a complete finishing
process, enabling them to improve the product by removing
excess material (fettling), powder coating, reference machining 

The foundry is currently focused on the production of large heavyduty cylinder blocks weighing between 450kgs to 500kgs (depending
on engine size)

(spotting), and partial (pre) machining.
Rooted in history, and equipped with an expert production
team, Atlantis Foundries has a wealth of experience in casting
and machining engine blocks for passenger cars, medium-duty
and heavy-duty commercial vehicles, marine applications, and
off-road applications. The foundry is currently focused on the
production of large heavy-duty cylinder blocks weighing
between 450kgs to 500kgs (depending on engine size).
Introduction of robotics
2012 was a record year for production with the foundry
reaching 60 000
tons cast,
amounting to a
total of 225 930
engine blocks.
More significantly,
this year marked
the incorporation of
robotics within the
production process
with the
commissioning of
the first two robots
‘Nizaam’, installed
in the Reichmann
shotblast machine
and ‘Eben’ for
automation of core
dipping. Both
named after
Western Province
rugby team players,
the name Eben was
given to the dipping
robot to reflect its
sheer size and
strength as the
largest robot in the
Southern
Hemisphere
installed at the
time. Robots can
now be found all
around the Atlantis
plant and the
Fanuc robots
installed by Robotic
Innovations have
now become the
workhorse to carry
instruments
acquiring data
whilst handling or
performing their
operations.
2015 was
another memorable
year in the history
of Atlantis
Foundries, and saw
a temporary
departure from the
Daimler Truck
Group in terms of
ownership, as
German foundry
group Neue

Halberg-Guss GmbH, a group of two foundries located in
Germany, and a European market leader in the development
and production of automotive castings, supplying both leading
passenger car manufacturers such as Volkswagen, Daimler,
Opel and Ford, and leading truck manufacturers of Daimler,
Deutz, Scania and Iveco at the time, took ownership of Atlantis.
Despite the change in ownership, the partnership between
Atlantis Foundries and Daimler did not end there, and the
foundry continued to supply commercial vehicle cylinder blocks
to the engine plants of Detroit Diesel, and Mercedes-Benz for
assembly and installation in Mercedes-Benz, Western Star,
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Atlantis Foundries has always invested in the latest technology that
is available. The ITACA thermo-chemical analysis system was
introduced at the same time as the coating preparation plant
and a dip tank

The most recent of the investments to automate production lines
and improve quality control was in a decoring robot

Mitsubishi Fuso and Freightliner trucks, as well continuing to
supply the Vista, V-series, 400 series and Cummins blocks to
Perkins, MAN, and Cummins Inc. 2015 saw the foundry reset
the record yet again, by reaching a massive 79 000 gross
tonnes of hot metal cast.
In mid 2017, German financial services provider
Süddeutsche Leasing (SDL) purchased the NHG Group of
companies including the Atlantis site, only for it to be sold
again in January 2018 to the Bosnian family conglomerate
Hastor through the Prevent Group. This however was relatively
short-lived, and Atlantis Foundries was welcomed back with
open arms under the ownership of the Daimler Truck Group
once again at the end of June 2020.
Atlantis Foundries embraces the Fourth Industrial Revolution
In 2017 already, under the leadership of Pieter du Plessis,
Atlantis Foundries had embarked on a process that would pave
the way for it to become a smart foundry and embrace the
Fourth Industrial Revolution.
The company embarked on an ambitious plan to build a
‘smart foundry’ to further improve the quality and cost position
of Atlantis Foundries, via the use of artificial intelligence (AI)
and automation to detect sub-surface defects in their castings
and refine the process parameters to increase quality and
reduce scrap. The basic building blocks for such a concept are
robotics, process instrumentation, and the tracking of
components using RFID and other software applications. With
so much data available and it being traceable to individual
castings, the door was opened to enable the use of artificial
intelligence for process control and inspection of components.
The corner stone of the project is the programme of
automation in the foundry. The Fanuc robots installed by
Robotic Innovations have become the workhorses to carry
instruments that acquire data while handling or performing its
operations. All the data collected throughout the process by the
robots and the variety of inline instruments are linked to
specific castings. At the end of the process, the entire set of
process parameters including operator information will be
available for each casting.
The smart foundry ambitions have continued within the
foundry with the aim of retrieving live data to enable immediate
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analysis and reaction. All castings produced at Atlantis
Foundries are exported to the USA and Europe, so with such
long supply lines, any type of failure can be very costly if
castings require rework or sorting at the customer.
The foundry process is complex and has many separate
steps, with each step having many process variables that
influence the quality of castings. Additionally, there are many
different material input factors, such as sand and chemistry
that can vary from batch to batch or supplier that need to be
taken into account. Metal temperature and pouring times are
also contributing factors. All of these parameters, if they are
not correctly managed, impact the foundry’s objective of zerodefects.
Casts its one-millionth Daimler HDEP engine block
In 2018 Atlantis Foundries achieved yet another notable
milestone in the company’s history, when it cast its onemillionth Heavy-Duty Engine Platform (HDEP). These grey iron
castings are currently produced in two variants at Atlantis –
OM471/DD13 and OM472/DD15 and supplied to Daimler AG
in Germany, and Detroit Diesel in the US for use in MercedesBenz (Europe), Freightliner (USA) and Fuso trucks.
Daimler Trucks AG acquires Atlantis Foundries
Five years to the day after previously parting ways at the
end of June 2015, Daimler Trucks AG reacquired Atlantis
Foundries. Daimler AG, commonly known and referred to as
Mercedes-Benz, is a German multinational automotive
corporation, with headquarters in Stuttgart, Baden-Würtemberg.
Pieter du Plessis, Atlantis Foundries’ current CEO, recently
stated in an interview with this publication: “In order to build a
better future for Atlantis Foundries, our corporate values must
be the guide in this process: Respect, Passion, Integrity and
Discipline. They must be believed and lived every day; our
actions must bear testament to our values.”
Confirmation of this was the bestowal of the prestigious
Best Brownfield/Expansion Project award at the 2019
Investment Conference that was awarded to Atlantis Foundries.
The award was presented by President Cyril Ramaphosa for
continued sustainability and contribution to local society. A
similar award was given to the company in 1994 by, then
President, Nelson Mandela and this symbolises the
sustainability and longevity that Atlantis Foundries has been
able to achieve over the years.
A more detailed timeline of the foundry’s history can be
viewed on the company website: https://www.atlantisfoundries.
com/about/history/
For further details contact Atlantis Foundries on
TEL: 021 573 7200 or visit www.atlantisfoundries.com

Ultrafine Vacuum Impregnators

acquire Casting Material Company
and its vacuum impregnation services
Vacuum impregnation seals porosity without changing the castings’ dimensional
or functional characteristics. This means manufacturers can use parts that would
otherwise have been scrapped. It is a simple method and is approved by
OEMs for a variety of components.

Components are cleaned and positioned into stainless steel baskets,
which are in turn loaded into the system and cycled through an
automated process, using a vacuum to pull the low viscosity sealant
into the pores by means of a capillary action

S

pecialist fuel, oil and air filtration systems company
Ultrafine Vacuum Impregnators (UVI) has acquired the
assets and client base of specialist castings vacuum
impregnation company Casting Material Company (SA) (Pty) Ltd
from Ted Attenborough, a long-time industry stalwart who has
been involved with the foundry industry since 1961 and a
member of the South African Institute of Foundrymen for 48
years.
CMC has an established track record in industry with both
the foundries and the casting consumer sector supplying their
vacuum impregnation service since 1982.
“Through our holding company Ultrafine Depth Filtration
(UDF) we have been a client of CMC for many years whereby
the company has been vacuum impregnating the heads of our
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After centrifuging to remove excess sealant from surfaces the
components are transferred to a heated curing tank to polymerise
the liquid resin and achieve permanently sealed components

fuel filters that are used in extreme conditions such as the
automotive, mining and agriculture sectors,” said Johan
Henning, one of three partners in the recently established UVI.
“The decision by UVI to invest in this plant stemmed from a
very real industry need for someone to continue with a
specialised high-technology vacuum impregnation unit that is
capable of consistent high-quality vacuum impregnation
component processing, which will positively impact customer
scrap reduction efforts with an associated total manufacturing
cost reduction.”
“UDF’s fuel, oil and air filtration units are required to
operate with military spec standards because of the
environment that they operate in. Therefore, there is no room
for porous castings or air leakage paths in a casting. With


Ted’s imminent retirement
resin and achieve
it was necessary for us as
permanently sealed
UDF to secure their supply
components.”
of components that have
“Vacuum impregnation is
been vacuum
a preferred OEM process that
impregnated.”
seals porosity and leak paths
“UDF has been in
in metal castings, sintered
existence since 1995 and
metal parts and electrical
built up a solid reputation
castings that form during the
with OEMs, companies and
casting or moulding process.”
individuals.”
“Typical applications
“For example, UDF have
sealed successfully include
had a long-standing
automotive components,
relationship with Voetspore
hydraulic/pneumatic valves,
owner Johan Badenhorst,
fittings and pumps. More
having fitted fuel systems
complex parts such as engine
to his various vehicles that
blocks, cylinder heads, vehicle
The size of the components that can be vacuum impregnated depends on
he has utilised on
brake components and highthe size tank. Vacuum impregnated treated components should also be
treacherous expeditions
pressure systems have all
able to withstand operating temperatures ranging from -90 degrees
over the past 16 years –
been reliably sealed by the
Celsius to +200 degrees Celsius. Of course a major benefit of using a
travelling more than 300
vacuum impregnation process
controlled process is that components can be processed as a casting or a
000kms on the African
over many years with no loss
fully machined component without risk of damage to machined surfaces.
All components should be fully machined before processing
continent and Madagascar,
of performance.”
visiting 40 countries.”
“What should the primary
“We established UVI in
considerations be for
March 2020 with me, Dean Puntis and Shane Chapman as the
customers when evaluating a vacuum impregnation service
directors and UDF as one of our valued clients.”
provider? Customers should ensure that the components
processed by a vacuum impregnation service provider are
What exactly is impregnation?
firstly ready for use once processed and that the processed
“What exactly is impregnation? Very simply impregnation is
components are clean and free of any corrosion or oxidation.
the process of sealing porous areas and imperfections in
Secondly, the cured resin in the imperfections on the
various casting alloys which are inherent in the casting
processed component should be capable of withstanding
process. Although inspections on components are widely
attack from oils, greases, liquid fuels, coolants, solvents and
carried out in casting and allied industries, minute porosities
virtually all acids.”
are difficult to detect. For example in the case of enclosed
porosity, the defect will not manifest itself until after the
No post processing needed
machining process.”
“Vacuum impregnated treated components should also be
“The vacuum impregnation process is based on an
able to withstand operating temperatures ranging from -90
advanced porosity sealing technique. It is used for
degrees Celsius to +200 degrees Celsius. Of course a major
permanently sealing micro-porosities by filling them with a
benefit of using a controlled process such as ours is that
specialised methacrylate/
components can be
resin impregnation sealant.
processed as a casting or a
The material cures deep
fully machined component
inside the pores and leaves
without risk of damage to
practically no residue on part
machined surfaces. All
surfaces. The use of
components should be fully
impregnation can vastly
machined before processing.”
improve component quality
“For quality purposes all
with many international
components are subjected to
customers processing their
a pressure and dark room
components through vacuum
tests once the vacuum
impregnation as a matter of
impregnation process is
routine. However, more
completed.”
importantly, the process has
“As previously stated, all
a proven positive impact on
castings should be vacuum
total manufacturing cost
impregnated not only to
reduction for the customer by
eliminate defects but also to
allowing components to be
save on long-term costs.
used that would have
UDF’s filters offer fuel
otherwise been scrapped due
savings, have a longer life with
Batch or single components can be processed
to porosity defects.”
extended service intervals and
“Components are cleaned
reduced emissions.”
and positioned into stainless steel baskets, which are in turn
“The process can be carried out on ferrous, aluminium,
loaded into the system and cycled through an automated
bronze or carbon components.”
process, using a vacuum to pull the low viscosity sealant into
For further details contact Ultrafine Vacuum Impregnators
the pores by means of a capillary action. After centrifuging to
on TEL: 011 609 9947, Dean Puntis on 083 677 7909 or
remove excess sealant from surfaces the components are
Johan Henning on 082 903 4224 or visit
transferred to a heated curing tank to polymerise the liquid
https://www.facebook.com/UltrafineVacuumImpregnation/
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Celebrating the life of
Thomas Wiese

It is with deep regret and sadness that we announce the passing of
Thomas Wiese (56) in August 2020. Thomas was well-known to most of
us in the foundry industry, especially to those on the aluminium side.

B

orn in 1964 in Düsseldorf,
Germany, Thomas started
his career in the foundry
and related industries in 1984
when he joined Austrian
company Rath AG, a specialist
manufacturer of refractories.
Thomas soon became involved
in international sales and South
Africa fell under his
responsibility. At the time
Metallurg South Africa (now
Insimbi Alloy Supplies)
represented the company in
South Africa.
Thomas loved to travel
internationally and South Africa
became a favourite destination
for him. He loved the lifestyle so
much that in 2001 he convinced
the management of Metallurg
South Africa and Rath AG to set
up a joint venture and start
manufacturing vacuum formed
products for the metals, foundry
and allied industries, locally and
for the rest of Africa. Thomas oversaw the setup of the
production plant to manufacture vacuum formed products for
the metals, foundry and allied industries, locally and for the
rest of Africa. Thomas soon moved to South Africa to run the
joint venture company, which was later incorporated into
Metallurg South Africa.
By this time Thomas had already put down roots in South
Africa and continued to work for Metallurg South Africa before
starting up on his own, representing international companies,
mainly German, and selling their product into the foundry,
refractory, aluminium and steel industries in South Africa.
His career would later see him promote these products
and others to the industries in the Middle East, India and
China – another excuse for Thomas to explore the world.
As a native of Düsseldorf, Thomas had property in the city
but he was more renowned for being the ‘travel agent’ for
South Africans that attended the GIFA exhibition in Düsseldorf
every four years. Through his association with the city he
would organise for South Africans to stay at the Weiss Blaues
Haus Bar / Pub, which is also a small hotel, located in
Nordstrabe, Düsseldorf. Many memories have emanated from
these visits but all have stayed on tour.
Many of Thomas’s colleagues also became his friends and
all have nothing but praise to say about him. A gentleman,
always willing to assist, very welcoming and very sociable are
just a few phrases that refer to Thomas’s character.
“He really made you feel at home and relaxed when you
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were in his company,” said Mike
Retief, who had an association
and friendship with Thomas for
over 30 years.
Later on in life, Tim Jenks
came into Thomas’s life and in a
tribute to Thomas this is what
Tim wrote:
“My Best Buddy - Thank you
for coming into my life and in
particular for the very special
friendship that we shared over
the years.”
“You were a one-of-a-kind
person on this planet of ours always so caring and supportive
of those around you. Your forever
positive and fun-loving attitude
along with your zest for life, which
you filled to capacity. I salute you
for it.”
“We shared so many
wonderful and memorable times
along with the sharing of deeply
personal aspects in our lives that
we would not have done with
others - the sign of a true, trusting and lasting friendship.”
“Although you’re no longer with us in body, those special
times, along with the warmth of our friendship, will remain
with me.”
His life partner, Heather says: “Thomas was the love of my
life. I am grateful that I had the opportunity to share his
dreams, hopes, love, friendship and much more. Thomas
loved unconditionally, shared and cared, and put a smile on
people’s faces. He was so full of life. My ‘travelling man’ loved
seeing the world and meeting new people. Thomas sorely
missed flying during lockdown when COVID-19 grounded him
– but I am sure he is travelling now. A light has gone out in
my life, but when I see the stars at night, I feel that he is
amongst them. I believed that I would spend the rest of my
life with him. I now realise that he spent the rest of his life
with me. I will hold his love in my heart with all our memories
together.”
“On his passing, his mother said to me that it was raining
in Germany and that there was a huge rainbow in front of
their home. She said, “Heather, look! The sky has become
more colourful now that Thomas is there.” He was indeed a
colourful character.”
Thomas is survived by his mother Sigrid and sister Birgit,
both of whom live in Germany.
Thomas will be greatly missed by his family, his
ex-colleagues in South Africa, his long-standing friends and
everyone who knew him. RIP Thomas.

Industry study shines a light

on the challenges facing foundries
The National Foundry Technology Network (NFTN) recently completed a survey
of all South African foundries to evaluate the industry status quo and level of
environmental compliance in the sub sector.

T

he study, conducted by researchers
from the Environmental Services
unit of the Council for Scientific
and Industrial Research (CSIR), aims to
provide an informed and up-to-date
overview of the foundry industry in
South Africa that will enable the NFTN
and the Department of Trade, Industry
and Competition (the dtic) to better
support the recovery of the industry and
assist foundries to become sustainable.
The NFTN plans to share the results
and findings of the survey and phase
one of the study in a free online
workshop in November 2020. The
following gives a snapshot of what went
into the study, and a glimpse of the
preliminary findings.
According to NFTN Programme Manager, Sandy Majatladi,
there were specific objectives of this phase one of the
exercise. “The first thing we wanted to do was to compile an
updated national inventory of South African foundries, across
all relevant metals sub-sectors. No-one in the industry seems
to have an accurate and up-to-date list of foundries and what
they focus on. There is so much fluidity in the industry, as we
all know, and businesses open and close for various
reasons.”
The second objective, according to Majatladi, was to
establish and report on the operational status and context of
the foundries. Simply put, are they still operational or have
they scaled back or closed?
The third, and most challenging, objective was to
establish the level of environmental compliance and other
related challenges facing the participating companies. This
process, which was achieved by means of a survey
questionnaire, proved enlightening, as many hours were
spent calling and visiting foundries across nine provinces.
“A database compiled from existing lists and discussions
with authorities, foundry managers and online research
resulted in 146 foundry names forming the basis of the
research,” the NFTN manager explained.
“All these companies were contacted by phone and the
overwhelming majority were prepared to see us or at least
answer the questionnaire electronically. In the end, 76
operational foundries were visited and interviewed.
Unfortunately, two foundries that were visited and interviewed
were on the verge of closing and stopping their operations
indefinitely and two of the facilities visited were determined
not to be foundries.”
“Another 21 foundries opted to complete the
questionnaire only and 18 were not able to participate for
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various reasons. This is a highly positive
response from the industry, with an
unusually high percentage of participation
in a study of this nature. The NFTN believes
that this is indicative of the eagerness of
the sector to receive advice and support in
any way possible.”
“The NFTN hopes that the information
gathered can assist the relevant authorities
in devising policies, strategies and
incentives that are relevant for the sector,”
said Majatladi.
“This Status Quo Report provides
substantive baseline information on the
operational status, technology analysis and
operational nature of foundries. This
baseline can be subjected to strategic
analysis and be used to guide policy formulation. It will
obviously assist us to support industry associations and
members when lobbying and appealing environmental issues,
but we believe the data can be used to better understand the
sector on a broader level, and inform policies that reach way
beyond environmental compliance.”
“Common challenges that came from the survey included
issues of competitiveness and cheap imports, a shortage of
skills and labour, environmental compliance and impacts and
atmospheric emissions – and a recurring set of challenges
around energy supply and costs.”
“The NFTN expected energy to be an issue, and this
confirmation have given impetus to a second phase of the
study, which will include a significant focus on the energy
baseline of the sector. The next phase will analyse the energy
supply and demand challenges and provide useful solutions.”
Majatladi says that this second phase is in the business
plan for the current financial year, but has been delayed due
to the COVID-19 lockdown. The lockdown also delayed the
results of the phase one report and the planned feedback to
the sector.
A date will be finalised in November and all participants
and readers will soon receive an invitation to the workshop.
Details will also be on the NFTN website www.nftn.co.za.
Majatladi and his team are confident that this information
will be used to the benefit of the sector.
“Based on the results of the study, it can be concluded
that there are 123 operational foundries in South Africa as at
June 2020. We want to see that number stabilise and
eventually grow, to the benefit of all South African
manufacturers,” he concluded.
For further details contact Sandy Majadladi, Programme
Manager of the NFTN on 083 901 5324 or
email SMajatladi@csir.co.za

Dispelling untruths about the

S

historic standstill agreement

outh African Engineers and Founders Association
(SAEFA) Executive Director Gordon Angus writes:
“Many of you will have seen propaganda sent out by
SEIFSA referring to the adoption of their agreement with
the trade unions. It’s unfortunate (although not surprising),
that SEIFSA is once again being extremely liberal with the
truth in this circular.”
“In terms of sections 31 and 32 of the LRA, in order
for an extension of an agreement to occur, the agreement
needs to be adopted as an agreement of a bargaining
council. At the Manco of 1 September 2020, SEIFSA and
the trade unions proposed that their agreement be
formally adopted as an agreement of the MEIBC. This did
not happen.”
“In fact, the President of the MEIBC did not even allow
the matter to go to a vote, as the negotiations which
preceded the signing of their agreement did not comply
with the MEIBC Constitution.”
“If you look very carefully, you will notice that the letter
actually never says that the agreement has been adopted
as an agreement of the Council (as I’ve explained, a

requirement of the LRA for extension). It talks about the
fact that the parties (i.e. SEIFSA and the unions) have
adopted their agreement. Well, of course they have – it’s
their agreement! It was “adopted” the minute they
agreed!”
“The reason why they’ve sent this circular out is to
create the impression that their agreement has been
adopted by the Council (which it HAS NOT) and that it may
be extended - something that SAEFA and other employers
organisations will not allow.”
“SEIFSA maintains that the rolling over of their
agreement will somehow save jobs and the economy. I beg
to differ. This agreement is stifling the industry, which has
been losing jobs in real terms for over two decades. SAEFA,
on the other hand, through resisting the extension of this
agreement, has enabled it’s members to implement the
SAEFA New Entrant Wage Structure, which allows new
employees to be taken on at affordable levels, something
which has actually created employment opportunities for
people.”
For more information visit www.saefa.org.za
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Record production at Hillside

smelter despite increased loadshedding
The unlocking of the potential and stability across operations benefited
the energy-intensive business.

S

outh32’s energyintensive Hillside
aluminium smelter in
Richards Bay delivered a
record production
performance despite
unprecedented loadshedding
over the past financial year.
The global diversified
miner, which is listed on the
JSE and Australian Securities
Exchange, reported that
saleable production from the
smelter increased by three
kilotons (kt) to produce a
record 718kt in the financial
year to end-June 2020, as
the smelter continued to test
its maximum technical capacity.

24

castings sa

vol 21 no 3

Hillside Aluminium is considered an essential business in
South Africa for the maintenance of power generation, given
the role it plays in the sustainability of Eskom’s generation
network.
As a result, the smelter continued to operate despite the
nationwide lockdown, diversified mining company South32
said. But owing to uncertainty around the COVID-19
pandemic, production guidance for the 2020 financial year
has been withdrawn by South32, which is headed by CEO
Graham Kerr.
Eskom was also at the centre of different contract
discussions South32 was having on long-term electricity
supply to its Hillside aluminium smelter. Kerr said the
company was “never going to get” a repeat of the former
supply agreement in which the power tariff rose or fell in
proportion to aluminium prices on the London Metal
Exchange.
“You should model it on the Mozal contract for cost base
and structure,” said Kerr of the proposed new electricity
contract under discussion with Eskom as well as the
National Energy Regulator of South Africa (Nersa), the
oversight regulatory body that has to give its approval to the
contract.
SOUTH32 trades in unfashionable aluminium,
manganese as well as metallurgical and thermal coals which
have not experienced the supply deficits of other minerals as
reflected in the firm’s 16% full-year revenue decline to $6.1
billion for the year.
South32 has also announced that it had placed its
manganese alloys Metalloys smelter in Meyerton, Gauteng,
on temporary care and maintenance. The Sydney and
Johannesburg-listed company stated in its June 2020
quarterly report that it had taken this decision after
consideration of the future economic viability of Metalloys.
The temporary closure came against the background of
manganese alloy saleable production decreasing by 23%, or
16 000 tons to 53 000 tons in its financial year 2020.

October 2020

Vexila wins four-year
Eskom contract

V

exila has announced that the company has been
awarded a tender for the procurement of designing,
manufacturing, testing and supplying of high-voltage
composite insulators for Eskom Holdings SOC Ltd. This
tender will run for a period of four years. Vexila is the only
manufacturer of high voltage
composite insulators in Africa.
The high-voltage composite
insulators are long rods and line
posts between 220kV and 400kV
for Eskom’s transmission division.
Vexila is an electrical
hardware developer and
manufacturer. They are one of the
pioneers of electrical power
transmission and distribution and
the largest composite insulator
manufacturer and the only
manufacturer of HV composite
insulators in Africa. Vexila is also
a specialist in the manufacturing
of world class electrical products
used in power transmission and
distribution including solation
gear, protection gear and railway
catenary systems.
Key manufacturing facilities at
the Pietermaritzburg, KwaZuluNatal based company include
silicone rubber injection moulding,
gravity cast aluminium and
ductile iron foundries, a helical
wireform production plant, a
fibreglass reinforced polymer core
pultrusion plant and a tool and die
development and manufacturing
facility.
African first: 765kV composite
insulators
Vexila has also confirmed the
attainment of another significant
milestone in its OEM product
development journey. The
successful development of its
very own 765kV composite long
rod insulator of African origin. The
new product, rated at 300kN and
in excess of 6.6 metres in length,
was developed, designed and
manufactured by the Vexila team
in Pietermaritzburg, KwaZuluNatal. The company has
successfully completed a rigorous
technical evaluation and type
testing programme based on IEC standards at various
internationally certified laboratories.
“This achievement places us in a niche, capable of
addressing 765kV infrastructure needs in high pollution,
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vandal resistant, low maintenance environments and
underscores our innovation and ingenuity in addressing our
customers’ needs,” said CEO Gary Whalley.
“Operating an innovative, vertically integrated
manufacturing facility, equipped with efficient in-house
processes, technologically
driven equipment and a highly
competent team, Vexila is a
trusted brand to meet and
exceed our customer’s
expectations,” says Whalley.
After years of engineering
development work and relying
on a technologically skilled
team, Vexila has demonstrated
its ability to provide innovative
solutions in the low, medium
and high voltage sectors. As
African pioneers of electrical
power transmission and
distribution solutions, the
company is one of the largest
composite insulator
manufacturers and the only
manufacturer of high voltage
composite insulators in Africa.
In addition to composite
insulators, Vexila also designs,
manufactures and supplies a
wide range of composite cutouts and a variety of line
hardware products for electrical
rail, transmission and
distribution overhead powerline
infrastructure. The company
prides itself on being one of a
few international companies
able to offer a complete string
assembly solution, including
hardware components as well
as composite insulators, tested
and now qualified up to 765kV
system voltage levels.
Having gained its initial
certification through the
German Accreditation Company
DQS in 2001, Vexila is an ISO
9001:2015 certified company.
Its certified quality
management system underpins
a full complement of
engineering personnel and
capabilities to design, plan,
manufacture, manage and
execute complex Overhead Line
(OHL) and Overhead Traction
Equipment (OHTE) supply projects, providing total solutions
to the highest international quality standards.
For further details contact Vexila on TEL: 033 397 5400
or visit www.vexila.com

Rondebosch Fountain
replication update

The iconic Rondebosch Fountain has returned to Cape Town’s
Southern Suburbs. Construction workers have installed a new replica of the
original fountain on the corner of Belmont and Main Road, five years after
it was destroyed, and dogs are already lapping from the fresh water.

T

he restoration of the
water for passing dogs to sip on
Rondebosch Fountain was
and for the lantern to provide
undertaken by Heritage
some light in the evenings. The
Castings, who have led the effort
fountain may be one of three of
to reconstruct and resurrect the
the same/similar design that
original fountain that was
exist in the country, with another
manufactured by Walter
in Cape Town’s Mowbray suburb,
Macfarlane & Co. foundry in
and a third in Cradock in the
Glasgow, Scotland in the 1800s.
Eastern Cape. It is said that the
The original fountain had
one in Mowbray is in need of
incredible detail and featured
some care and hopefully Heritage
Victorian castings. This was no
Castings will take up the task of
easy feat to create, as cast iron
restoring it to its original
is an extremely heavy metal.
condition.
Back then, only human effort
The new fountain was
and early aged tools were
donated to the City by the Simon
available.
van der Stel Foundation and
It arrived in South Africa in
Heritage Castings. The new
1891, and was donated to the
fountain is as close to the
people of Rondebosch by
specifications of the original as
George Pigot Moodie to be used
possible, but different in some
as a watering facility for draught
small details. It is in its original
horses. The lamp of the fountain
colours and its details are as
was one of the first electric
crisp as the day the original was
street lights in the area. The
bolted together when it arrived at
landmark was extremely
the Cape Town docks from
significant and on April 10,
Scotland.
1964 it was declared a national
“I am so excited to see this
monument.
iconic landmark back to its
Unfortunately, the historic
former state. The fountain has
Rondebosch landmark was
great historical value and was
damaged beyond repair when a
cherished by the Rondebosch
driver smashed into the fountain
residents. The replication and
in the early hours of August 25,
accession process took longer
2015.
than we would have hoped as
In 2017, Heritage Castings
there were legal requirements
began the process of replicating
that the City had to adhere to,”
the iconic Rondebosch feature.
said the City’s Mayoral
The foundry patternmaker, Steve
Committee Member for
Wood, spent 2 000 hours hand
Community Services and Health,
making and carving all the
Councillor Zahid Badroodien.
different pieces with the
“The restoration of this
individual designs.
fountain would not have been
The restoration of the
possible without the generous
Fountain is in cast aluminium
donations from Max Teichmann
The Rondebosch Fountain before it was wrecked in a
rather than cast iron as it is
of Heritage Castings and the
traffic accident
more durable and does not rust.
Simon van der Stel Foundation.
Very little to no maintenance will
The foundation gave a monetary
be needed in the coming years.
contribution while Max Teichmann donated his time and
Heritage Castings recently shared images showing
materials towards this labour of love. The City is indebted to
construction workers prepping the ground to install the
these donors. The fountain is now in its original position for
fountain. Their hopes were for the fountain to have flowing
the first time in many years,” said Councillor Badroodien.
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ArcelorMittal restarts

Blast Furnace C at Vanderbijlpark Works
After idling the furnace in July 2020, the steelmaker says demand has
recovered faster than expected.

A

frica's biggest primary steel producer, which is majorityowned by Luxembourg-based ArcelorMittal SA MT.LU,
ArcelorMittal South Africa (AMSA) has said in a SENS
announcement that the company has decided to restart Blast
Furnace C at its Vanderbijlpark Works operations since steel
demand has progressively recovered in the last two months.
This follows after the company had put the furnace and its
Vereeniging Electric Arc Furnace on idle in July 2020 amid low
demand.
However, a recent assessment of the market showed a rise
in demand resulting from construction projects in process of
being completed, higher sales at retail outlets and destocking
in the steel value chain prior to the lockdown. Restarting the
second blast furnace at Vanderbijlpark would add around

600 000 tons of additional annual flat steel production
volumes. The additional volumes were the minimum that could
be added through the restart. Given current demand
expectations for next year, it said exports would be required for
certain of the additional volumes.
AMSA said the restart would help support the local industry
as the lockdown, while necessary, had had a significant impact
on the economy.
This must also be seen in the context of already flagging
growth prior to the lockdown, the company announcement said.
“Now more than ever we need to take decisive steps to
protect the national economy and ensure that South Africa can
be put on a sustainable path of growth and development,”
continued the announcement.

DataProphet raises
US$6 million funding

S

outh African startup DataProphet, which uses artificial
intelligence (AI) to help manufacturers autonomise their
operations, is to focus on expansion in the European
Union (EU) and the United States (US) following its US$6
million Series A funding round.
Disrupt Africa reported last month that DataProphet, which
was formed in 2014 when two friends at the University of
Cape Town, Frans Cronje and Daniel Schwartzkopff, decided
to use their knowledge of AI to start their own business, had
raised a US$6 million Series A funding round to help it expand
internationally.
Speaking on the latest episode of Disrupt Podcast, Cronje
said the startup had started on the journey about 12 months
ago as it felt securing more capital was important for the
company in order to realise its international growth ambitions.
“It’s been quite a long road, which has been interrupted by
COVID-19. We were on the frontlines a little bit as some of the
capital just froze as funds focused on looking after their
internal companies while they worked out what the impact of
COVID-19 would be,” he said.
The round was nonetheless completed last month,
featuring the Industrial Development Corporation of South
Africa (IDC) and Norican Group, a leading foundry engineering
and equipment company, as strategic investors Cronje said
would be “valuable when it comes to the context of our
market.” There was also further investment from Knife
Capital, which first invested in DataProphet in 2018 and
supported the company through this latest round.
DataProphet, whose AI service DataProphet PRESCRIBE
proactively prescribes changes to a manufacturing plant’s
control plans to continuously optimise production without the
expert human analysis typically required, is targeting the EU
and the US as its first new geographies.
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“We already have a couple of customers in that space, but
what is quite important when it comes to our work is having
this close relationship, this local commercial and technical
support in those geographies. So this expansion allows us to
build out offices in the EU and the US to support partners in
that space,” Cronje told Disrupt Podcast.
“When you look at the manufacturing space it is kind of an
inward-focused, conservative market. If they are working with
you they want to have these personal relationships and it is
something that we necessarily need to support. Coming out of
South Africa is something that is difficult for those markets to
relate to, and subsequently this is why it is quite important to
build these commercial relationships.”
The startup has already worked with various German
automotive companies to good effect, and is now looking to
expand further in the wake of its investment. Cronje said it
will nonetheless remain a South African business, retaining its
main engineering hub in the country.
“The team and the talent that we have here in South
Africa is very competitive internationally, and I think we can
continue to prove that,” he said.
“AI is just a tool. To truly deliver practical value, industryspecific expert knowledge needs to be embedded into its
system design. Over the past 24 months, through our
commercial relationship and the combined expertise of
Norican’s and DataProphet’s teams, we have realised that
value for customers in the metal casting industry.”
“Norican participating in this round further improves our
alignment and I look forward to welcoming Anders (Anders
Wilhjelm, CEO of the Norican Group) onto DataProphet’s board
to help guide us strategically towards a practical and
meaningful holistic suite of AI solutions for industrial
customers and partners.”

Transport Minister

after illegal scrap metal dealers
Strategy to protect rail infrastructure bolstered.

G

overnment has developed an integrated plan,
incorporating all law enforcement and prosecution
authorities, to police and secure the Passenger Rail
Agency of South Africa's rail infrastructure. After months of
talk, they are finally here, the bumped-up security detail being
put in place to protect the infrastructure and trains of South
Africa’s railways. There will be at least 3 100 of them in
identified hotspots, according to reports.
Introducing a new security plan to protect the Passenger
Railways Association of South Africa, PRASA, Transport
Minister Fikile Mbalula had a special warning for scrap metal
dealers and purveyors of secondhand goods. Cable, railtrack
and infrastructure theft from PRASA has decimated a once
strong network.
“These people create the market for the proceeds of
crime. We will uproot those who continue to buy these stolen
goods,” Mbalula said.
The new security plan launched today in conjunction with
other law enforcement ministries would include not only the

new insourced security guards but the HAWKS, the National
Prosecuting Authority, Metro Police and the Railway Regulator.
“This is an intelligence-driven plan that will enable us to
find these criminals wherever they hide. We will equally
increase the visibility of the SAPS and protection services
officers at identified hotspots,” the Minister said, adding that
special attention had to be paid to the scrap metal industry
and second-hand dealers.
“Theft and vandalism of critical infrastructure on our
railways not only place the lives and livelihoods of those who
rely on trains in danger, and it has dire consequences for the
economy,” Mbalula said.
With government tightening its grip in fighting this scourge,
the Minister has called for prosecution-guided investigations
and adherence to the principle of opposing bail.
“There will be no mercy for criminals who think they can
continue stealing and vandalising public assets with impunity.
We will throw the book at them and ensure they are charged
with economic sabotage,” Mbalula said.

Death of my Super Potjie number 12

I

t was not so long ago that we
celebrated National Heritage Day
(24 September), a public holiday in
South Africa. The day is set aside for
all South Africans to celebrate our
rich heritage. Through various
initiatives the day has been
unofficially coined as National Braai
Day.
The day is likened, by some, to
the annual celebrations cherished by
other leading nations of the world; Thanksgiving Day for
Americans, St Patrick’s Day for the Irish, Bastille Day for the
French and Australia Day for Australians. However turkey,
kangaroo and stews are not on the menu of South African
braai masters, although stews known as potjiekos are cooked
in a three-legged cast iron pot or flat bottom pot on the stove
and are very popular with most South Africans.
Potjiekos is a traditional Afrikaner dish hailing from South
Africa. It originated with the Voortrekkers in the 1800s and is
still widely prepared and enjoyed in South Africa today. It is a
simple dish, easy to prepare, with few ‘rules’ but hundreds of
variations. When done properly a potjie needs little to no
supervision and practically prepares itself. It thus allows you
time to enjoy the company of your friends and family while
preparing the meal. Potjiekos translated would mean ‘Little
Pot’ (potjie) ‘Food’ (kos) and although it resembles a stew it is
not a stew and is not prepared like a stew.
A potjie - traditionally a three legged cast iron pot but
frequently a flat bottomed one too – is manufactured of cast
iron. A heavy lid is needed to create a slight pressure cooker
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effect inside the pot but you could
actually use a normal pot as well.
These pots become like a spouse, and
sometimes more important, to many
South African men and should last a
lifetime.
It was therefore distressing to
receive the following message via the
Castings SA website.
“I bought a Bestduty Super Potjie
with a number underneath 12/7428. The potjie is still in its
original bag and over the years it has never shown any signs
of rust, even taking into consideration that I live next to the
sea in Mossel Bay. I have used the Potjie only on the stove,
for about 50 times, with great pleasure and outstanding
meals. Today the potjie cracked and this was like a death in
the family. The best kitchen item I have bought in my life
shows a crack of about 50% of the length of the potjie. Please
advise if my potjie can be repaired. I cannot cook without this
valuable potjie.”
What do you advise the guy? This is what I wrote: I have
asked around about this problem of yours and the best
solution for you unfortunately is going to be that you buy a
new potjie. By the time you get welding rods, get it welded,
heat treated etc you would have spent three times the
amount of a new one.
Unfortunately the company/foundry that was making these
pots is in business rescue and not likely to come out of it as
all their equipment has been sold. The antiquated equipment
was part of the problem.

international news

Move aside robots, Tesla bets on
aluminium casting

Robots are not efficient enough for Tesla’s new car factory in Germany, which
plans to replace hundreds of them with giant aluminium casting machines to build
simpler chassis parts, a person familiar with the matter told Reuters.

T

he electric carmaker has struggled to raise production
IDRA declined to comment. IDRA has previously said it
volumes through hi-tech automation and was forced to
has supplied its first ever Gigapress to a North American
fly in a new production line from Germany to Nevada in
auto manufacturer, without naming it.
2018 after robots failed to coordinate seamlessly at the US
Musk’s push to reduce manufacturing complexity comes
factory.
as German carmakers BMW, Mercedes and Audi face
For the new Model Y, Tesla chief executive Elon Musk
pressure from their workers to preserve domestic assembly
has said he will replace 70 components glued and riveted
jobs which are under threat as regulators push electric cars
into the car’s rear underbody with a single module made
that have fewer components than combustion engine ones.
using an aluminium casting machine.
Aluminium has proven cumbersome to use in large
That’s just the
components
start of a new
because it is
automation drive,
difficult to stamp
with the vehicle’s
into complex
front module and
shapes. To get
other parts to
intricate ridges
come, the source
and other
said.
shapes,
“Will be
aluminium pieces
amazing to see it
have needed to
in operation!
be glued or
Biggest casting
riveted, since
machine ever
welding deforms
made. Will make
the metal.
rear body in a
Injecting
Tesla has announced that it started operating what is believed to be the “world’s largest
single piece,
molten
casting machine”
including crash
aluminium into a
rails,” Musk said on
cast and having
Twitter on August
robots pull out
13. He did not say where or when the new machine would be
the moulded metal allows Tesla to combine several
rolled out.
manufacturing steps.
Tesla did not respond to requests for comment.
Sandy Munro, chief executive officer of manufacturing
Tesmanian, a blog specialising in Tesla news, said on
consulting firm Munro & Associates and a previous critic of
Monday the company’s new plant in Brandenburg, near
some of Tesla’s manufacturing processes, lauded its
Berlin, would be supplied with eight “Gigapress” machines.
improvements.
Car bodies have traditionally been made by assembling
“We were very critical of Tesla when we first started on
multiple stamped metal panels, which has helped carmakers
their vehicles. The gaps were horrific, the weld spatter was
to design crumple zones to absorb energy during a crash,
everywhere. Nothing fit,” Munro said during a recent
but Musk is charting a new course at the Brandenburg plant.
presentation with consultants Frost & Sullivan. But the
“He wants the car’s body to be made from modules, as
switch from the Model 3 to a larger vehicle, the Model Y,
few of them as possible,” the source explained. “He sees
resulted in a step change in manufacturing improvements,
casting as the new way forward. Like casting a toy car out of
he said.
metal.”
Tesla has already reduced the rear underbody to two
The Gigapress, which is the size of a small house, will be
parts, forming the largest piece of aluminium that Munro
supplied by Italy’s IDRA Srl, and forms a key part of Musk’s
has seen in 30 years of analysing components. “This is
drive to reinvent “the machine that builds the machine,” the
the biggest casting we have seen in a car company. This
source added.
is just spectacular,” he said.
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Velo3D develops process for

C

3D printing aluminium

alifornia-based Velo3D has
announced the ‘commercial
release’ of a production process for
additively manufactured parts in
aluminium F357 on its Sapphire metal 3D
printing system. The foundry-grade
aluminium alloy, which is suitable for the
laser powder-bed fusion (LPBF) process,
enables the 3D printing of parts that have
traditionally been manufactured using
casting practices.
While there are other aluminium alloys that are more
commonly used in metal additive manufacturing (such as
AlSi10Mg), aluminium F357 can be anodised and shares
characteristics with A356 (a widely used casting alloy).
Benny Buller, founder and CEO of Velo3D, said: “Unlike
some exotic alloys, aluminium F357 has already been
certified for mission-critical applications, so it was a logical
addition to our materials portfolio. We will continue to add
more compatible materials that enable customers to print
parts they couldn’t before, and with even better material
properties than traditional manufacturing.”
The manufacturing process of aluminium F357 for the
Sapphire printer was developed jointly with PWR, which is a
global supplier of advanced cooling solutions to Formula One,

NASCAR and other racing series (plus the
automotive, military and aerospace
industries).
Matthew Bryson, PWR’s general
manager, said: “We chose aluminium F357
for its thermal performance, machining and
weldability. Our ability to print free-form and
lightweight structures for heat-transfer
applications with our Sapphire system will
further enhance the performance and
packaging optimisation opportunities for our
product range and will provide significant value to our
customers.”
Velo3D is recognised for enabling ‘geometric freedom’
through its patented SupportFree process, which eliminates
the need for support structures when producing ‘complex
passageways, steep over-hangs and low angles’.
Coupled with its non-contact re-coater, Velo3D’s printing
process can produce the ultra-thin wall structures and high
aspect ratios that are essential for a variety of flight-critical
applications. The company recently announced that a one
metre tall system will be available in Q4 2020.
The Sapphire metal AM printer is now compatible with
titanium 64, Inconel 718 and now aluminium F357.

Aluminium World Trade Fair postponed
Now to be held from 18 to 20 May 2021.

A

luminium, the world’s leading trade fair for the
aluminium industry, which was to take place in
Düsseldorf from 6 to 8 October 2020, has been
postponed to 18 to 20 May 2021 due to the serious
consequences of the COVID-19 pandemic. The accompanying
Aluminium Conference will also be postponed into the next
year.
The decision was made after numerous discussions with
the industry and partners, who were all in favour of postponing
the fair. The aluminium industry as well as international supply
chains have been hit hard by the pandemic and the lockdown.
“Together with exhibitors and partners, we had long hoped
to be able to get the industry back on track for October.
Unfortunately this hope has not been fulfilled. The vast
majority of exhibitors have therefore expressed the wish that
Aluminium should be rescheduled to next year. In
collaboration with everyone, we have agreed that by
postponing Aluminium to 2021, we can offer the industry the
best customer benefits and the best conditions for a
successful event at that time,” says Michael Freter, Managing
Director of organiser Reed Exhibitions Deutschland GmbH.
With the outbreak of the Coronavirus crisis, demand for
aluminium has fallen, in some cases massively. Importantly,
demand from the main application industries such as
automotive and aviation in new orders and call-offs fell sharply
and in some cases have come to a complete standstill,
according to the German association Gesamtverband der

Aluminiumindustrie e.V. (GDA).
“The decision to move Aluminium to May next year is, in
our view, absolutely the right one. The markets for aluminium
have collapsed on a broad front. I do not yet see any recovery
at present. Our industry is currently focused on securing
business and employment. Our materials and products are the
solutions to the challenges of the present and the future.
Sustainable mobility, energy-efficient buildings, closed loop,
we offer all of this. Nevertheless, at the moment the focus is
on stabilising the economy. May 2021 is the right time for
when Aluminium can provide the important impulse for a new
start. Also and especially for our customers,” said Marius
Baader, Managing Director of Gesamtverband der
Aluminiumindustrie e.V. (GDA), the supporting association of
Aluminium.
This is also underlined by Dr. Gerd Goetz, Director General
of the European Aluminium industry association: “Our main
focus is currently on sustainable economic measures to
overcome the crisis by the EU and its member states. The
aluminium industry can play a key role in the realisation of a
green European action plan. Therefore Aluminium is important
for us – especially next year, when the situation in the
application industries will hopefully have eased again,” said
Gerd Goetz.
Every two years Aluminium brings together 1 000
exhibitors and around 23 000 visitors from 100 countries in
Düsseldorf, Germany.
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How a manufacturer brought
3D printing into the foundry

When you think of 3D printing, you probably don’t think of metal casting.
But in fact, 3D printing has been a huge help to foundries thanks in large part
to one Ohio-based company, Humtown Products.

I

n 2014, the family-owned business decided to try using 3D
printers to create castings for engine blocks in cars,
trucks, construction equipment and aerospace technology.
Since then, Humtown has led an industry-wide
transformation of metal casting and will be recognised at the
2020 Manufacturing Leadership Awards in October for
commercialising 3D printing in the sector.
How it works: Ordinarily, metal casting involves creating
a tool or pattern from materials like plastic or wood, then
packing sand tightly around the pattern to form a mould.
Then workers pour metal into the mould, creating the
finished component. But with 3D printing technology,
Humtown can skip the tooling stage entirely, printing the

sand mould through software commands instead.
How they did it: Back in 2014, there were only a few
sand-casting 3D printers in north America. They were mostly
used for prototyping and cost two million dollars each.
Because the technology hadn’t been widely used, Humtown
struggled to find a bank that would finance a loan. The
company ended up working with America Makes and
partnering with local schools like Youngstown State
University and the University of Northern Iowa, which was
primarily using the technology for prototyping at the time.
Brandon Lamoncha, who is now Director of Additive
Manufacturing at Humtown Products, spent three years
traveling to and from Iowa to study the technology, while
also traveling to foundries around the country to spread the
word about 3D printing. He made the case that a new wave
of technology was coming and that, if American foundries
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didn’t embrace it, they would be left behind the curve and
possibly out of business.
“When we got into this game,” Lamoncha says, “you
could count on one hand the number of 3D sand printers in
North America. Now there’s 40 or 50.”
The benefits: The technology has been effective for a
number of reasons.
It’s faster: Using traditional methods, it might take 18 to
20 weeks to develop the tooling to make a cylinder head for
a customer’s car. Now, Humtown can receive the data they
need on a Friday, run their printers over the weekend and
start pouring metals on Tuesday or Wednesday.
It’s more efficient: A lot
of machining involves
subtractive technology. For
example, you might take a
hunk of aluminium, carve
out what you need and
discard what you don’t.
With 3D printing
technology, Humtown is
using additive
manufacturing instead.
They’re starting with
nothing, and building only
the things they need.
It’s powerful: The
technology allows the metal
casting industry to make
parts that were once too
complicated to make using
conventional processes. For
example, complex volutes
for pumps were made in
sections in the past. But 3D
printing allows the parts to be made all together.
It’s creative: 3D printing allows Humtown to produce
novel designs that weren’t possible to make with tooling.
Now, the company can take full advantage of the creativity
of their engineers.
The result: Six years ago, 3D printing was used in less
than two per cent of sales at Humtown. Today that number
has risen to 40 or 50 per cent.
The last word: “In hundreds of years, nothing has been
this big of a paradigm shift,” said Lamoncha. “Humtown has
been around since 1959. Casting has been around since the
Egyptians, and not a lot has changed in the metal casting
industry. This kind of change? This is amazing.”
For further details visit The National Association of
Manufacturers website www.nam.org

German foundry industry expects

G

drastic drop in sales for 2020

ermany’s foundry industry is
cutting back on investments
and expects drastically
falling sales in 2020. Whether the
recession will affect employment
will probably also depend on the
extension of short-time working
compensation and the
performance of the vehicle
manufacturing industry.
Since March 2020 (first
survey), the BDG has been
surveying its member companies
on a monthly basis during the
corona crisis, thus exclusively and
systematically collecting data on
the German foundry industry. The
basic framework of the same questions is supplemented
according to the situation. The June survey focused on
employment, sales development and the evaluation of the
economic stimulus package.
From the point of view of German foundries, the issue of
capacity adjustments has also become slightly more acute.
When asked about this, 85% of the companies surveyed
said yes (previous month: 81%). Short-time work is listed as

an instrument (81%, previous
month 77%). While production
stops (33%, previous month
46%) have declined slightly,
staff cuts could gradually
become an issue for
entrepreneurs. Here, the
approval rate for the question
rose from 29% to 34%.
That this aspect is gradually
moving into focus is not
surprising given the further
assessment of the current year
2020. For example, only a
minority of 6% of the companies
surveyed expect stable to
slightly rising sales for the
current year, while 93% expect sales to fall, of which 92%
expect a decline of more than 10%.
The findings are similar when it comes to the question of
investments. Only a minority of 25% intend to stick to the
investments planned for 2020 as things stand at present.
The overwhelming majority of foundries want to cut back
massively. 38% of the foundries surveyed forecast at least a
halving of the planned investments.
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Fraunhofer IWS project enables
green laser to melt pure copper
Previously, it was not possible to melt copper for complex
3D printed parts using an infrared laser.

T

he Fraunhofer Institute for
Material and Beam
Technology IWS in Dresden,
Germany, has designed a green
laser with wavelength much
shorter than the typical infrared
laser to melt copper powder during
additive manufacturing. It enables
new production approaches that
previously could not be achieved
with pure copper.
“Previous experiments
repeatedly showed that infrared (ʎ
= 1064 nm) laser beam sources of
up to 500 watts are not efficient
enough to completely melt
copper,” explains Samira Gruber,
who supervises the project as a
research assistant at Fraunhofer
IWS.
Only 30 per cent of the energy
used reaches the copper material
– the rest is reflected. With the
green laser (ʎ= 515nm) at a
maximum of 500 watts, the
copper powder absorbs more than
70 per cent of the energy, and
melts completely, which in turn

New AM system completely melts pure copper powder

Complex copper parts can be manufactured layer
by layer

permits its application in additive
manufacturing.
“Additively manufactured copper
parts are superior to many aluminium
solutions due to a higher volumespecific conductivity. This is
particularly interesting wherever
small designs and high performance
are required,” says Elena Lopez, head
of the additive manufacturing
department at Fraunhofer IWS.
Complex components made of
pure copper and copper alloys can
now be built via AM for aerospace
and automotive industries, and the
efficiency of electric motors and heat
exchangers can be increased. For
example, more efficient and compact
heat sinks for future power
electronics can be manufactured, as
well as particular individual coils for
electrical drives in satellites, cooling
systems in space propulsion systems,
and many other parts.
https://www.iws.fraunhofer.de/
en/pressandmedia/press_
releases/2020/
presseinformation_2020-07.html

74th World Foundry Congress
delayed until 2022

T

he 74th World Foundry Congress has been postponed
until October 2022. The event was due to be held in
October of this year in Busan, South Korea, but the
organising committee, the Korea Foundry Society and the
World Foundry Organisation (WFO) have decided to postpone
due to the current COVID-19 coronavirus pandemic.
The new date for the 74th WFC will be 16 to 20th October
2022, at the same venue of the former programme – Bexco,
Busan, Korea.
Under the guidance of the WFO, the event is held every
two years in different locations around the world and brings
the global foundry industry together to discuss technical
aspects of metal casting. It is accompanied by an industry
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exhibition, an extensive social programme and industrial
visits.
WFO general secretary Andrew Turner FICME said: “This
decision was not taken lightly but in view of the current
situation and the uncertainty around international travel that
looks set to be in place for some time, the judgement was
taken with the host organisers – the Korea Foundry Society –
to postpone the event to ensure that when it is held in 2022
participants can come together safely and gain maximum
benefit from attendance.”
For updated information and to be kept informed about
the rescheduling of WFO events, email: andrew@thewfo.com
or visit: www.thewfo.com

Ghana’s first modern foundry

and machine tooling centre to be constructed

P

resident Nana Addo Dankwa Akufo-Addo has cut the
sod for the construction of Ghana’s first modern
foundry and machine tooling centre, which will produce
agro-processing machines and equipment, farming
implements, and spare parts for maintenance and repairs.
Cutting the sod for the commencement of construction
on Monday, 31st August, President Akufo-Addo explained
that, once completed, the facilities at the centre will provide
technical support for policy initiatives of Government such
as “One District, One Factory”, which is already in place in
many districts across the country, and is providing jobs for
Ghanaian youth.
“More importantly, the foundry and machine tooling
centre will put us in a position to develop and grow the
talents of skilled and innovative young Ghanaians, who
graduate from our schools, colleges and universities,” he
added.
Delivering his remarks at the ceremony, the President
explained that the establishment of the Foundry and
Machine Tooling Centre is a key component of a much
broader strategic framework that is designed to ensure that
Ghana’s socio-economic development is driven by Science,
Technology and Innovation (STI).
Explaining the rationale for the establishment of the
centre, President Akufo-Addo noted that the structure of
economies bequeathed to countries in sub-Saharan Africa
by colonialism was aimed at servicing its needs, promoting,
essentially, raw material producing and exporting
economies, which imported manufactured commodities
from the industries of the colonial power.
“Ever since the celebrated British Governor of colonial
Gold Coast, Sir Frederick Gordon Guggisberg, left our shores
in 1928, Ghana’s economy, like that of many countries on

the continent, has generally remained structurally rigid,
depending largely on exports of primary commodities such
as gold, cocoa, bauxite and timber,” he said.
The President continued, “A major contributory factor to
this situation has been the fact that our country imports
almost all of the equipment, machinery, and parts that
support industry, especially in the manufacturing sector.
This has not allowed the manufacturing base of our country
to grow and expand, and has, thus, rendered our economy
incapable of creating the thousands and thousands of jobs
that our young people yearn for, and that will raise their
living standards.”
In advocating for a “Ghana Beyond Aid”, President
Akufo-Addo told the gathering that Government has decided
to pursue the strategy of adding value to our resources,
through an accelerated industrialisation strategy that
exploits the resources of our nation.
Ghana, he said, is endowed with an abundance of land
and good climate for agriculture; a rich supply of mineral
and natural resources; a youthful population; we are a
strong democracy and politically stable country; and we are
now the headquarters of the African Continental Free Trade
Area (AfCTA), with a market of some 1.2 billion people,
targeted to reach 2.5 billion by 2050.
All these factors, according to the President, position
Ghana to become a potential business and industrial hub,
producing and exporting manufactured goods and modern
services to the rest of Africa, Europe, the Americas, Asia
and beyond.
“This is the basis and the foundation for our National
Strategy for Industrialisation, and the foundation stone we
are laying today is a cornerstone of this industrialisation
strategy,” he said.
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Australian government

may restrict scrap exports
Government claims it is targeting “unprocessed waste” shipments.

T

he Recycling and Waste Reduction Bill 2020, on track to
be approved in Australia, has been designed to ban the
export of waste glass, plastics, tires and paper. The bill’s
authors seek to establish a system to classify some materials
as exportable, while trade in others will be banned.
The bill’s explanatory memorandum document says it will
“replace the framework in the Product Stewardship Act 2011”
regarding “the shared responsibility for reducing the
environmental, health and safety footprint of manufactured
goods and materials across the life cycle of a product stream
(including material streams).”
The memorandum adds, “The intention of regulating the
export of waste material is to stop the export of untreated and
unprocessed waste [that] is likely to have a negative impact
on the environment or human health in the receiving country.”
As outlined, the law seems likely to introduce layers of
regulation to recyclers, secondary commodities traders, and
the freight companies that serve them. “Under the Bill, the
export of ‘regulated waste material’ will be prohibited unless
the prescribed export conditions set out in the rules are met,”
states the explanatory memorandum.
That memo’s authors say “regulated waste materials” will
be regulated via “rules [that] will set out the requirements for
the export of certain waste material from Australia. For
example, the rules may require that a person must hold an
export license and for each consignment of regulated waste
material, an export declaration has been given.”
The same memorandum defines “waste materials” broadly
enough to potentially include scrap metal or old corrugated
containers (OCC). The memo’s authors define “waste material”
as “any substance or thing that is: discarded, rejected, or
leftover from an industrial, commercial, domestic or other
activity; surplus to or a byproduct of an industrial, commercial,
domestic or other activity; or prescribed by the rules.”
The memo, “The definition of waste material is intended to
be sufficiently broad to capture all types of waste. However,
the bill will only regulate those kinds of waste materials that
are prescribed for the purpose of clause 17 and which are
referred to in the bill as regulated waste materials.”
Clause 17, however, does not include listings of any

materials but instead states it “will allow the [Environment]
Minister to make rules to prescribe kinds of waste material for
the purposes of the bill. Allowing the Minister to use the rules
to set the kinds of waste material that will be regulated will
give the Minister flexibility to regulate different kinds of waste
material as appropriate from time to time.”
Despite the reach, breadth and the seeming potential for
shifting enforcement inherent in the bill, an Australian
recycling association says it is supportive of the measure.
“Our industry is making unprecedented investments in
collecting, sorting, cleaning, and manufacturing from recyclate
from homes, businesses and construction sites,” says Pete
Shmigel, the CEO of the Kelvin Grove, Australia-based
Australian Council of Recycling (ACOR).
Shmigel says aluminium used beverage containers (UBCs),
as one example, “are not subject to the COAG (Council of
Australian Governments) decision, as they are widely
considered a legitimate recyclate commodity. OCC is also
permissible,” and deemed unlikely to get caught in the new
bill’s net. He adds, “Having said that, the government’s clear
intent - generally supported by industry - is for Australia to
become more self-sufficient in recycling markets in response
to global trends that are essentially already limiting the flow of
previous materials.”
Shmigel says the government and the private sectors have
been engaged in extensive consultation delineating legitimate
recyclate commodities from material that has not been value
added. That definitional process will be ongoing with each
material as its deadline comes forward. “While our members
are closely monitoring this, we are generally optimistic that
government is truly listening in order not to create perverse
outcomes. Enshrining aspects in law also makes them less
likely to be altered by future administrations.”
Concludes Shmigel, “Having the law, policy and
governments backing is awesome and will unlock huge
intergenerational value – whether it’s keeping stuff out of
wasteful landfills or creating jobs in country towns. The
government deserves full credit for its proactive, positive and
purposeful agenda, and industry looks forward to its full
implementation.”

In lieu of scrap, China imports
semi-finished aluminium

T

he volume of unwrought aluminium imported into China
surged in June 2020, as that nation’s economy and
automotive industry rebounded from its bout with COVID19, according to Recycling Today. A variety of factors have
contributed to China’s appetite for the metal, with one of them
being its unwillingness to feed furnaces with imported
aluminium scrap.
Citing data from the General Administration of Customs of
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the People’s Republic of China (GACC, formerly GAC),
Shanghai Metals Market (SMM) says imports of unwrought
aluminium alloy “totalled 466 500 metric tons in the first half
of 2020, soaring 706 per cent from the same period last
year.” The nation’s June 2020 figure of 131 000 metric tons
was 754.5 per cent higher compared with a year earlier.
China’s government has only been allowing aluminium
scrap to enter that nation on a quota basis in 2020. It has 

issued those quotas (which also
apply to other scrap metals, plus
paper and plastic) in 11 batches
thus far, with most of them
consisting of relatively small
amounts of aluminium scrap.
The ninth batch of quotas,
issued in early July, included
allotments for 200 000 metric
tons of aluminium scrap, causing
expectations that the second
half of the year could consist of
larger volumes. But the two
batches to follow approved only
3 700 metric tons of aluminium scrap.
The lack of scrap, along with the global COVID-19-related
economic slowdown, has also caused Chinese producers to
export less finished and semi-finished aluminium in 2020,
according to SMM. The media outlet says: “Orders decreased
[at Chinese production sites] in June amid concerns about the
availability of secondary cast aluminium alloy raw materials.”
The difference has been noticeable for scrap traders in
North America. From 2007 to 2017, China imported between
1.9 million and 2.8 million metric tons of aluminium scrap
annually, with scrap from the United States making up a
double-digit percentage of that total each year. Each of those
years, China more than doubled the amount of aluminium
scrap it imported compared with the second-ranked nation,
and in 2010 it quintupled the second-place finisher (South
Korea).
In the first six months of 2020, the US sent 117 000

metric tons of aluminium scrap
to China, according to US
Census Bureau data. That
placed China fourth, behind
Malaysia (165 000), South
Korea (142 000) and India
(123 000).
China imported more
aluminium than it exported in
July
This is a very rare
phenomenon. China, after all,
is the world’s largest producer
of the light metal, accounting for 57% of global output in the
same month, according to the International Aluminium
Institute.
It is normally a huge exporter of semi-manufactured
products (“semis”) – around 5.2 million tons in both 2018
and 2019 – with no need to call on extra supply from the
international market.
The last time China turned net importer was in 2009.
Most expect this import surge to be short-lived, as it was in
2009, but the world has changed since then and it’s possible
we’re also seeing underlying structural shifts in the aluminium
market.
Starting in July this year, and for the first time, millions of
tons of copper and aluminium scrap were to be shipped into
China not as waste but as merchandise, after the country
announced its timetable for the renaming of high-purity
non-ferrous scrap as recyclable materials.
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O.M.LER appoints PT. Makmur

O

Meta Graha Dinamika to represent
the company in Indonesia

.M.LER s.r.l., the Italian company specialising in the
manufacture and marketing of O.M.LER pneumatic
decoring hammers for foundries, has achieved the
challenging goal of entering the Southeast Asian foundry
market, with a distributor agreement with PT. Makmur
Meta Graha Dinamika, in Indonesia.
With the achievement of this important goal, the
O.M.LER sales team is proud to announce that PT. Makmur
Meta Graha Dinamika, with its headquarters in Jakarta, will
now be representing O.M.LER in Southeast Asia.
After months of negotiations between O.M.LER team
and PT. Makmur Meta Graha Dinamika, and after a
meeting of both company’s representatives at the
GIFA2019 fair in Düsseldorf, Germany, an agreement was
finally reached.

The distributorship agreement is an important
milestone for O.M.LER, because the agreement has now
opened many doors to market O.M.LER decoring machines
and decoring hammers, in Southeast Asia.
PT. Makmur Meta Graha Dinamika was engaged by
O.M.LER to market O.M.LER pneumatic decoring machines
and hammers to the low pressure and gravity cast
foundries in Indonesia and Southeast Asia. PT. Makmur
Meta Graha Dinamika will provide customers with technical
expertise and support in those territories.
O.M.LER’s professional team will also assist PT.
Makmur Meta Graha Dinamika source the right decoring
solution to meet the customers’ specific needs.
O.M.LER is represented in South Africa by Globen
Engineering.

Novel 3D printed device

demonstrates enhanced capture
of carbon dioxide emissions

T

he Department of Energy’s Oak Ridge National
Laboratory researchers have designed and additively
manufactured a first-ofits-kind aluminium device that
enhances the capture of
carbon dioxide emitted from
fossil fuel plants and other
industrial processes.
Solutions for reducing
global emissions of heattrapping greenhouse gases
such as CO2 address the
continued use of low-cost,
domestic fossil fuel resources
while mitigating potential
climate impacts.
ORNL’s device focuses on
a key challenge in
conventional absorption of
carbon using solvents: The
process typically produces
heat that can limit its overall
efficiency. By using additive
manufacturing, researchers
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were able to custom design a multifunctional device that
greatly improves the process efficiency by removing excess
heat while keeping costs
low.
Absorption, one of the
most commonly used and
economical methods for
capturing CO2, places a
flue-gas stream from
smokestacks in contact with
a solvent, such as
monoethanolamine, known
as MEA, or other amine
solutions, that can react
with the gas.
Additive manufacturing
made it possible to have a
heat exchanger within the
column, as part of the
packing elements, without
disturbing the geometry,
thus maximising the contact
surface area between the
gas and liquid streams.

Classic car specialist turns
to ExOne binder jet AM
for vintage Ferrari part

3D printed replacement part for the
top section of a Weber 40 DFI-6
carburettor for a 1969 Ferrari 365 GT
2+2 V-12 engine

H

V3DWorks LLC, Sewickley,
an original replacement part had proved
Pennsylvania, USA, recently used
unsuccessful.
Binder Jetting (BJT) Additive
The original carburettor top served as the
Manufacturing technology from The
design guide for the part, which was modelled
and initially produced in plastic to confirm fit
ExOne Company, North Huntingdon,
Pennsylvania, USA, to enable the
and finalise the design. Once the design was
reproduction of a carburettor for a
approved, the part was produced in 316
vintage Ferrari. HV3DWorks specialises
stainless steel infiltrated with bronze on an
in the restoration of collector cars using
ExOne M-Flex metal Binder Jetting machine.
AM parts.
The overall production time for the part
HV3DWorks’ client approached the
was
12 weeks, including CAD design, Additive
3D printed fuel pump body for a 1951
company for assistance in producing
Manufacturing, post-production impregnation
Alfa Romeo 6c 2500 engine
and thread clean-up. While sourcing the original
replacement parts for the top section of a
Weber 40 DFI-6 carburettor for a 1969
part would have cost HV3DWorks’ client $2 500,
the cost of the AM part was significantly lower at $1 200, a
Ferrari 365 GT 2+2 V-12 engine. The original carburettor had
saving of $1 300.
stripped threads and was leaking fuel, and attempts to source

Renishaw additive manufacturing

technology delivers replica of 12th century
Gloucester candlestick

G

lobal engineering technologies
company Renishaw is working
in partnership with Gloucester
Cathedral and the Victoria and Albert
(V&A) Museum, London, to recreate
the Gloucester Candlestick, using
metal additive manufacturing (AM).
The original candlestick is on show
at the V&A Museum, while
Renishaw’s AM rendition will be
displayed and used at Gloucester
Cathedral.
The candlestick is a rare and
outstanding example of the skill of
early-twelfth-century English metalworkers. An inscription on
the stem states it was given to the church of St Peter, now
Gloucester Cathedral, by Abbot Peter, who held the post from
1107-13.
The model of the candlestick replica was carefully created
in 3D, so that the complex geometry of the original, which
consists of densely-entwined foliage and fantastic creatures
could be reproduced exactly. Renishaw then recreated the
candlestick by building it up layer by layer from aluminium
powder using its RenAM 500Q. A replica has now been made
available to Gloucester Cathedral.
“Because of the Gloucester Candlestick’s complexity,
there is no other way to reproduce it than additive
manufacturing,” explained Paul Govan, customer training

manager at Renishaw and chief
facilitator of this heritage
preservation project. “The
candlestick is composed of three
distinct sections, each with
intricate openwork decoration and
a patina that has accumulated
over 900 years. Renishaw used
scans to reverse engineer each
aspect of the design to recreate
this historic masterpiece in all its
original glory.”
Material choice played a key
role in the manufacturing process,
and initial plans to use titanium models were abandoned in
favour of more malleable aluminium powders. The change
from titanium to aluminium powders allowed Renishaw
engineers to more easily clean and finalise the candlestick, to
achieve a higher level of detail. Fittingly, material choices are
also part of what makes the original Gloucester Candlestick
special, as it is cast using a brass alloy with unusually high
silver content.
As a result of AM technology, visitors to the Cathedral will
be able to reacquaint themselves with a spectacular piece of
local history. Renishaw's use of cutting-edge AM technology to
recreate this twelfth-century English masterpiece
demonstrates the potential of this process for recording and
reproducing intricate historic treasures and antiques.
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product review

Vanta portable XRF

analysers from Olympus
Vanta handheld portable XRF analysers provide fast
elemental analysis and alloy identification in the field,
and are rugged to maximise uptime.

T

he Vanta portable XRF is the next-generation handheld
XRF analyser from Olympus. The instrument is one of the
toughest devices that Olympus has ever made, and has
been designed for use in the harshest
conditions throughout the day. The Vanta
XRF analysers are revolutionary, rugged,
and productive. These powerful and
intuitive instruments deliver the right
solutions in the toughest working
conditions.
The Vanta analysers provide accurate
elemental analysis and quantification for
a wide range of materials. They are
powered by new Axon technology to
provide faster, reliable, and accurate
results. The Vanta analysers are built to
pass a 1.2m drop test. It is also IP 65-rated for resistance to
dust and water. In addition, the instrument has a built-in
shutter detector in C and M series models that helps to

protect the X-ray detector from damage and costly repair. The
XRF analysers are available in a variety of models that can be
optimised for various applications. Customers can choose
rhodium, tungsten, or silver anodes
based on their analytical needs. The
Vanta analyser has a simple and easyto-use interface. The analyser’s software
automatically corrects for temperature
and pressure, and resets the energy
scale for every test. Vanta’s large,
responsive touch screen delivers vivid
and clear images.
The Vanta portable XRF analysers
can be used for alloy and metal sorting,
positive material identification, mining
applications, environmental assessment,
product safety and many more.
For further details contact Innov-X Africa on
TEL: 010 006 0430 or visit www.innovxafrica.com

Software collects downtime
and production efficiency data

Real-time display on any web browser, including mobile devices, plus
manufacturing reports, including detailed OEE data in a variety of formats.

S

hopFloorConnect 6.0 OEE and Shop
Floor Data Collection software collect
downtime and production efficiency
data from every machine in the operation,
displaying it in real-time on any web
browser including mobile devices, and
produces indispensable manufacturing
reports, including detailed OEE reports in a
variety of formats. The software can
increase manufacturing capacity and
profitability by identifying and quantifying excessive production
losses and bottlenecks, reducing machine downtime by up to
70%.
ShopFloorConnect Version 6.0 has a fresh design format
for fast, easy access to all data, offering several new features
for more user-friendly reporting and dashboard customisation,
flexible scheduling capabilities, and machine interface
enhancements.
For even better production analysis, users can improve the
OEE of their machines by tracking the reasons for scrap.
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Version 6.0 also allows users to manually
enter good and bad part count data when
machines with batch processes make it
impossible or impractical to automatically
count the parts as they are being produced.
And to serve customers in North America
and across the globe better, this latest
programme version can handle multiple
languages and time zones.
ShopFloorConnect now has the ability
to automatically generate conditional alerts from any
machine. Each alert is a custom text or email message that is
sent to selected recipients whenever preset conditions are
met at a machine. The alerts can be used to notify an
operator when an unattended machine has stopped running,
to alert management when a critical customer job goes down,
or to summon specific resources when specific conditions
exist at a machine such as automatically notifying a forklift
driver when a scrap bin needs to be replaced.
For further details visit www.wintriss.com

High-performance automatic
vision system - LS Starrett

LS

measurements.
With a highly stable,
mechanical design
and precision linear
bearings, smooth
stage motion,
maximum
performance and
throughput are
attainable.
Throughput is
further enhanced by
either QC5000 or
MetLogix M3
software that
controls video edge
detection and
multiple-channel
fibre optic or LED
illumination.
Computer-controlled
Quadrant (LED) ring
lighting, sub-stage
lighting, and
optional throughthe-lens lighting
meets the most
challenging illumination requirements.
Accuracy of the AV450 automatic vision system is 2.5
+ 5L/1000 and reading resolution is 4 µin (0.1µm).
Magnification on a 24” monitor, 1:1 pixel setting is 37x to
240x 6.5:1 zoom and 25x to 300x with a 12:1 zoom. The
system has a 1.3 mega-pixel colour digital video camera
and a precision granite base.
The AV450 has an external motion-control unit and
includes a Windows-based operating system with an
operator interface via a desktop PC with a 24”
touchscreen monitor, as well as Wi-Fi network
connectivity. CAD files can be imported/exported and
reports can be generated and archived. M3 metrology
software supports 3-axis measurements and 2D geometric
constructs (such as points, lines, angles, rectangles and
slots) and corrections for level, skew and datum origin.
Touchscreen functionality with a pinch, swipe and touch
provides intuitive operation for all users.
Options for the AV450 include a Renishaw touch probe
kit, Optimet laser probe, 0.5x, 1.5x and 2.0x auxiliary
lenses, an LED dark-field quadrant illuminator and a DXF/
field-of-view option for automatic comparison to CAD files.
Other options include a CNC rotary axis fixture, touch
probe change rack, calibration standards, part fixtures,
and workholding devices.
The Starrett AV450 automatic vision system inspects
larger part, repetitive applications. The new 3-axis vision
system allows users to cost-effectively achieve high
throughput in inspection process.
For further details contact WD Hearn Machine Tools on
TEL: 021 5345351 or visit www.wdhearn.co.za

Starrett, a
manufacturer of
precision
measuring tools and gauges
and metrology systems, has
introduced the AV450
automatic vision system. The
3-axis vision system allows
users to achieve high
throughput inspection costeffectively, including for both
repetitive, larger part-run
applications and routine
quality assurance.
Featuring a larger XYZ
measuring envelope of
457mm by 356mm by
203mm, the Starrett AV450
has high-resolution video
zoom optics and can be preprogrammed (CNC) for
repetitive part inspection, or
driven manually via a
trackball for individual

46

castings sa

vol 21 no 3

October 2020

Rollover stripping station:

Endeco Omega Sinto mould handling

A

an industrial environment.
Omega Sinto has integrated the latest
forms of smart technology into each
rollover stripping station. Each unit
includes multiple proof-of-draw sensors,
each with variable sensitivity. This delivers
the option to detect multiple moulds in the
common frame, offering unrivalled mouldstripping capabilities.
Other features include speciality
rollover options available for moulds up to
7 000mm in length, C-type designs for a
90-degree ejection, ideal as a space saving
solution, extensive sizes and configurations
for integration into existing workflows,
robust and durable construction for low
maintenance requirements and are
hydraulic driven for smooth and precise
rotation and encoder positioning.
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

s a leading supplier of complete
mould handling systems, Endeco
Omega Sinto has the capabilities to
deliver rollover stripping stations to suit a
multitude of different requirements. They
understand the demands of the industry,
offering durable solutions built to
withstand even the most intense
operational conditions. Our stripping
stations are suitable for moulds from
500mm x 500mm up to 3 500mm x
2 500mm as standard, however, we can
provide bespoke options up to 7 000mm
in length.
Every Omega Sinto rollover stripping
station features a vibration assist system
for improved mould stripping.
Also featuring an advanced hydraulic
driven rotation system, the rollover
stripping station can ensure smooth and
precise rotation. The use of engineeringgrade components in construction results
in a system which requires very little
maintenance, offering key performance in
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Selecting and applying risers to

optimise casting performance and results
The combination of shape and formation affects risers’ efficiency in pouring, and
some products can further enhance casting finishing costs and overall productivity.
Q: We are pouring a ductile iron casting with hard-tofeed areas and want to improve our yields. What products
would you recommend for this application?
A: Foundries continue their quest for greater efficiency
within their specific production requirements and process
capabilities. Highly engineered feeding systems, in particular,
offer the possibility for enhanced yield levels, even with
complicated product shapes. Mini-risers, most notably, will
strategically optimise yields in these very cases.
Most metals are less dense in their liquid state than as a
solid, so castings may shrink during cooling, which can create
a void at the last point to solidify. A riser (also called a
feeder) attaches to the mould at the point of molten metal
entry, to prevent cavities from forming due to shrinkage
during solidification because the last point to solidify is
outside the mould proper.
A combination of shape and formulation have an
important effect on the efficiency of the riser’s performance.
Traditional risers have a feeding volume efficiency of 15%,
while a blind exothermic riser increases that efficiency to
30%.
Mini-risers have the ability to increase the feed efficiency
up to 70%. This has a hugely beneficial effect on finishing
costs and the overall bottom-line of the casting operation.
Mini-risers are thicker-walled risers that provide the
higher strengths that are required with high-pressure

moulding machines, while resulting in improved feeder
performance and riser efficiency. These products are formed
from highly exothermic sand or highly insulating aluminasilicate hollow spheres. Each of these product types are
produced with a dimensional accuracy that greatly surpasses
traditional fibre-based risers.
Further reductions in contact surface area are achievable.
ASK Chemicals offers a patented reduced contact mini-riser,
coupled with a static pin, that reduces feeder contact by an
additional 50%. This helps significantly in the important steps
of feeder removal and finishing. Additionally, shell breakers
and formed green-sand breakers are alternate options for
mini-risers. Green-sand breakers used reduced-contact
feeder technology with metal inserts for horizontal
compaction.
The ability to form the breaker from the current moulding
sand improves casting finish and speed of assembly. These
materials can be used with a spring pin or static pin design.
Furthermore, mini-risers are available in insulating and
highly exothermic formulations to meet a specific application
requirement. Even highly exothermic formulations are
available to combat “fish-eye” defects in ductile iron castings,
which may be the best direction for you to proceed in quest
for greater pouring efficiency and productivity.
For further details contact DZantech on
TEL: 079 514 6885

Laempe – Big data meets foundry
How data analysis by the Digital Cockpit helps to optimise the core production process.

T

he baseline situation: Core
production is subject to a large
variety of influences.
Especially in core production, there
are situations in which apparently
identical conditions produce
different core qualities. This subprocess in the complex foundry
process is subject to a large variety
of influences. The main difficulty is
that some of these influencing
factors are still unknown and some
of the known variables cannot be directly influenced. If the
cause of the error is not obvious or known, cause analysis
and troubleshooting are usually based on the experience of
the employees and are only partially structured. The
documentation of the troubleshooting steps is often
neglected, so that a reproducibility of cause, measure and
result is rarely given. Core production therefore faces the
task of making processes more transparent.
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The digital solution: The Digital Cockpit
brings data transparency
The Digital Cockpit stands for data
transparency, visualisation and digitisation
in core production and has been developed
together with pragmatic industries GmbH,
a startup in which Laempe Mössner Sinto
GmbH participates. The visualisation
software can be used to display the most
important key figures in core production,
such as machine parameters, productivity,
standstill detection, energy consumption
and much more. By monitoring as many parameters as
possible, parameter changes that can adversely affect the
overall process of core production can be determined. Due
to the Digital Cockpit’s permanent analysis of the system
data, the overall equipment effectiveness (OEE) can be
permanently calculated and is broken down into quality,
machine performance and availability.
For further details visit www.laempe.com

