
EASY
PULLOUT !

THE
INFORMATIO

N

SERIES
PART 6

second quarter 2016

R35.00

STALCOR
VALUE THROUGH SERVICE



second quarter, 2016 3

contents

4 perspective

           A message from the executive director, John Tarboton

23  from the chairman
 Charles Cammell ...

30 sassda news and industry news
 News and events from sassda and companies in the industry

34  personality profile 
 Getting up close and personal with Stanley Tshivhase

6  Stalcor

           The steel distributor (pictured above) 
      attributes its success to adding value  

              through service

company profile: Duvha
A inspirational local success 

story (pictured below) 

information series: part 6 
sassda’s training series on 

cold forming stainless steel 

company profile: NSSC
Providing the right material  

in the form you need it

trade & investment
Examining the environment 
for sustainable global trade

case study:  
commercial solutions

Metnor partners with Safin 
for excellent results

Air Products
Boltfast
Columbus
Duvha
Graytex
Macsteel VRN
ND Engineering 

NDE
NSSC
Outokumpu
Sassda
Stalcor

regulars

profile

ad
ve

rt
s

inside
10

15

24

27

28

SECOND QUARTER, 2016



Our current stainless steel related orders are...

Poor

ISSF Flat Mar

80%

60%

40%

20%

-20%

-40%

-60%

-80%

0%
ISSF Long Mar Sassda Feb Sassda Mar Sassda Apr

Not Sufficient Sufficient Good

A
fter the collapse of 

business confidence 

last year, caused 

by the double 

whammy of 9/12 

plus the global commodity price 

crisis caused by stalling demand, the 

start to this year, for our industry, 

was rather gloomy. However, it was 

always difficult for sassda to gauge 

current sentiment other than to rely 

on anecdotal evidence. It thus became 

clear that we needed better data. 

Thus a three question monthly snap 

survey was developed. This was 

based on survey questions from the 

International Stainless Steel Forum’s 

Short Track Report. The ISSF survey 

asks stainless steel primary producers 

questions on current orders, business 

conditions and outlook for the next 

three months. The sassda Short Track 

Survey of stainless steel market 

conditions was launched in February. 

The accompanying graph shows that in 

April, only 33% of sassda respondents 

had a positive response to the current 

order situation, compared to 37% in 

March and 45% in February reflecting 

a downward trend in orders. 33% of 

sassda respondents had a positive 

response to business conditions, 

compared to 29% in March and 31% 

in February, meaning that current 

business conditions remain subdued 

but stable. There is a decreasing trend 

of respondents who expect things will 
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get either better or worse, with around 

80% feeling that things will remain about 

the same. Anecdotal evidence is that 

things may improve in the second half of 

this year.

It is against this backdrop that we 

launch the call for entries to this year’s 

biennial stainless steel awards. Our main 

sponsor has the naming rights and thus 

it will be known this year as the Sassda 

Columbus Stainless Awards 2016. Our 

ad campaign has used the “Stainless 

Steel. It’s Simply Brilliant” pay-off line 

to reflect the aesthetic brilliance (with 

numerous finishes from mirror polish to 

brown patina, it doesn’t have to be bright 

to be brilliant), the technical brilliance 

(the only man-made noble metal with 

self-healing properties) and the financial 

brilliance (saving you money through Life 

Cycle Costing) of stainless steel. We have 

extended this theme to the Awards. We 

wanted to create an aspirational element 

to the awards and ensure that the elusive 

search for excellence is recognised and 

rewarded. So, the theme for this year’s 

Sassda Columbus Stainless Awards is 

“In Pursuit of Brilliance.” In addition, a 

“Sassda Awards Winner” logo has been 

created, for current and past winners, 

to use in their marketing and company 

collateral, to ensure that the awards add 

value to the winners.

For the Awards to be credible, 

inspirational and aspirational, it is 

important that entries which demonstrate 

excellence in our industry are actually 

entered. To ensure this, we have gone 

back to the inception of the awards in 

1998 to the awards in 2015 and searched 

for what worked and what didn’t. We 

have thus been able to refine and better 

define the awards categories. Then we 

have broken down the barriers to entry. 

There is no cost to entry. To reduce the 

time and hassle of entering a submission, 

sassda staff will complete the paperwork, 

if required, after a face-to-face, Webex 

or telephonic interview. Look out for 

the Sassda Columbus Stainless Awards 
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adverts, posters and flyers and make 

sure that our industry’s excellence, 

innovation, creativity and achievements 

are entered into this year’s awards.

Next year, we have some exciting plans 

to ensure that every year is a remarkable 

year in our industry. But in the meantime, 

we still have the “Stainless Steel and the 

Fight against Corrosion Seminar” which 

4 second quarter, 2016

will take place immediately before the 

sassda Annual General Meeting. This has 

both local and international speakers, 

with the focus on practical case studies 

and examples that showcase stainless 

steel as a solution to corrosion problems. 

The seminar takes place in Johannesburg, 

but will be webcast. Visit our website 

(www.sassda.co.za) for details.

All indications are that this year will be 

a tough year for our industry and sassda 

are redoubling our efforts on many fronts 

to grow demand for finished products 

that are made in Southern Africa. These 

include our export promotion activities 

and local marketing of stainless steel. 

We have increased our presence in the 

media through our PR campaign to make 

sure that the voice of the stainless steel 

industry is heard. We have focussed on 

membership engagement to ensure the 

implementation of member and data 

driven strategies. These ideas, together 

with the results of the annual sassda 

survey will guide our plans and efforts for 

the next twelve months. In the meantime, 

remember to like us on Facebook and 

follow us in Twitter and LinkedIn. SS
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S
talcor, a division of 

Consolidated Steel 

Industries, continues to 

hold its own in an embattled 

marketplace. Part of their 

survival strategy has involved moving 

in with related divisions within the 

group to share costs, and internalising 

some processes which used to be 

outsourced.

NEW DIGS
Stalcor moved its Gauteng operation 

into a mammoth new 50,000m2 Isando 

facility during December 2015. “We 

planned the move for year end because 

traditionally that’s been our quietest 

period,” says Gillian Potgieter, Branch 

Manager of Stalcor Isando. “From a 

business perspective, it wasn’t ideal to 

shut down ops, but we had between 80 

and 90 million rands worth of stock to 

move, which you can’t do overnight.”

“We deliver daily as far afield as 

Sasolburg and Potchefstroom. The new 

warehouse works well because it’s more 

central, close to all the major highways, 

so that helps us get our product 

delivered quicker.”

Stalcor Cape Town also consolidated 

premises with Global Roofing last year, 

moving from a 1,600m2 facility to an 

8,000m2 warehouse in Epping. 

STALCOR EXPRESS
Currently under development is a 

small but growing line of Stalcor 

Express stores, utilizing a footprint 

that Stalcor gained access to during the 

CSI consolidation. “The Express store 

concept allows us to take parts of our 

core product and make them work in 

new segments,” says Craig du Plessis, 

Stalcor’s Managing Director. “Each 

Express store has a completely different 

matrix of stock which complements the 

local debtors book.”

“Stalcor Express is a great concept for 

getting product to market,” says Tyrone 

Roothman, General Manager for Stalcor 

KZN. “It’s a place where you can go for 

anything steel related, and we’ll help 

you. It’s proving extremely successful, 

largely because of the knowledge and 

skill of the people we put into these 

stores.”

NORTHWARDS
In Gauteng, the Express store is set 

up right in the middle of the new 

warehouse. There’s another in Port 

Elizabeth, overseen by Stalcor Cape 

Town, but Stalcor is also looking further 

into Africa. “We’ve just signed a lease 

in Zambia,” says du Plessis, “and we 

should be open in Zimbabwe and 

Namibia by the end of the year.”

“We’re happy with our market share 

in South Africa. There are plans to grow 

it, but our strategy is to grow our debtors 

book into other geographical segments. 

It’s a costly exercise, but it’s easier for 

us to do because of our association with 

Global Roofing Solutions. It’s seamless, 

but we have to ensure that we get our 

product offering right - and that comes 

down to having the right people.”

VALUE IN SERVICE
“We’ve been looking inward to see how 

we can take spends that are outside 

our books and move them within the 

company, where you can benefit from 

economies of scale,” says du Plessis. “It 

doesn’t necessarily enrich our margin in 

terms of sales, but it does through being 

able to do more for ourselves. We’re also 

able to offer more to the same market.”

“Steel is a generic product,” says Pam 

Bradford, Branch Manager of Stalcor 

Cape Town. “What sets us apart, then, is 

the service we deliver.”

“One of the ways we do that is by 

offering extra value to our customers. 

For example, we recently put in a cutting 

saw that allows us to stock and cut solid 

round bar in up to 300mm diameters. 

We’ve also in the process of installing a 

new cut-to-length line, which is new for 

Cape Town branch.”

“It’ll allow us to slit mother-coils into 

whatever width our customers need, 

and re-coil the steel on the other side 

of the machine. We can also blank coils 

to a required size. That represents a big 

cost saving for our clients, because it 

eliminates offcut wastage.”

REWARDING SUPPORT
An innovative aspect of Stalcor’s service 

strategy has been through supporting 

its clients, not only by providing quality 

product with just-in-time delivery, 

but by incentivising them with the 

Customer Loyalty Trust. Through this 

program, the traditional transactional 

customer relationship is transformed 

into something more inclusive, where 

clients benefit directly from Stalcor’s 

success.

The Customer Loyalty Trust has two 

main elements.

The first is similar to a rebate. In 

STALCOR - VALUE 
THROUGH SERVICE
Holding its own in tough conditions

6 second quarter, 2016 second quarter, 2016 7
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every financial year, Stalcor sets aside 

14% of its profit, and pays that money 

back to its client base. The value of 

the payout that each client receives is 

calculated based on what percentage 

of Stalcor’s turnover their business 

represented in that year. Stalcor calls 

this Profit Participation, and it’s a very 

effective strategy, because the numbers 

involved can be significant.

CUSTOMERS AS 
PARTNERS
The second element of the Customer 

Loyalty Trust is called Value 

Participation. It’s less tangible, but 

perhaps more meaningful, because it has 

the effect of making Stalcor’s customers 

into equity partners. 

“Our shareholders placed a value 

on the business in 2012,” says Chris 

Ransome, CSI Executive Chair, “which is 

annually adjusted for the cost of money. 

If Stalcor is ever sold, and the price 

received exceeds that adjusted carrying 

value, then 14% of the profit from the 

sale will be paid out as a Capital Gain to 

our debtors book.”

As with Profit Participation, Stalcor’s 

clients would receive a portion relative 

to the amount of business their support 

represented in that financial year. 

Through this mechanism, Stalcor’s 

customers have a vested interest in 

helping the company grow and gain 

value, because they share in its success.

LOOKING TO
THE FUTURE
“The steel market is always going to 

be topsy turvy, and you go through 

cycles,” says Roothman. “But I don’t 

think we’re currently in any space that 

we haven’t seen before. There are tough 

challenges in our market, but there are 

also opportunities.”

“What we try and do is stay on 

top of our inventory and strategise 

accordingly, so that every day we know 

which direction we can go out and sell to, 

which has a positive effect throughout 

the whole supply chain. I think if we 

keep doing what we’re doing, we’ll 

keep having positive results, and then 

we’ll deal with the macro factors as they 

come.” SS

WHO IS CHRIS RANSOME?
A Chartered Accountant with a Higher Diploma in Company Law, Chris Ransome serves as 
Executive Chairman of Consolidated Steel Industries (CSI), Stalcor’s parent company. Since 
2001, Ransome has chaired such notable companies as the Midas Group, DCD-Dorbyl, 
Global Roofing, Baldwins Steel, and Stalcor itself, and has negotiated and overseen 
corporate transactions with a combined value of more than R6 billion.

“My role in Stalcor is really direction and strategy,” says Ransome. “It’s getting people 
pulling in the same direction, and finding simple, good-business solutions to problems.”

Given Stalcor’s impressive return to profitability and its sustained growth, those solutions 
appear to be working. Over the past 4 years, Stalcor has been a net employer, trebled its 
turnover, and expanded its footprint. 

WHO IS PAM BRADFORD?
Pam Bradford is Branch Manager of Stalcor Cape Town, based in Epping, and she also 
oversees the Express store in Port Elizabeth. She’s been in this role for the last 4 years, but 
her background sees her working in steel for around 2 decades. With a strong focus on 
service, Cape Town’s delivery fleet has doubled under her leadership.

It’s not the first time she’s worked for Stalcor - in fact, she was one of the first female junior 
reps at Stalcor Durban. 

An effective delegator, Bradford has an open door policy. “I try to empower my team to 
make their own decisions. I prefer to lead through mentorship rather than dictating what 
people should do. For us, service is key.”

WHO IS ARUSHA VALLABH?
Arusha Vallabh, after attaining her Bachelor of Commerce Degree, got her start in aluminium. She’s been
working for Stalcor for around a decade now, and has been the group’s National Inventory Manager for the
last 3 years. Her position is a national role within the group, so it carries a lot of buying power, which she
uses to make sure each branch has the right compliment of stock at its disposal. It’s a job that requires
strong product knowledge, and a certain amount of clairvoyance. “In the current market,” says Vallabh,
“the biggest challenge is to match stock levels with specific demand in each region.”

WHO IS GILLIAN POTGIETER?
Gillian Potgieter is Branch Manager of Stalcor Isando, which now shares a 50,000m2 
facility with Global Roofing, Helm Engineering, and Stampede. She’s been filling this role 
for Stalcor’s Gauteng operation for 3 years, with 75 staff that report to her, and has more 
than 30 years of steel experience behind her.

Although much of her time is spent overseeing the logistics and operations of the branch, 
she remains hands-on with customers. Isando’s new Stalcor Express Store is one of her 
responsibilities.

“We sell steel, but in reality, we sell service,” says Potgieter. “We are a service-oriented 
company, and we do whatever we have to to make things work for our customers.”

WHO IS TYRONE ROOTHMAN?
Tyrone Roothman has served as General Manager for Stalcor KZN for the last three years, 
although his very first job was for Stalcor back in 1992. He has stayed in the metals 
industry since then, amassing a quarter century of experience.

A typical day sees Roothman working with his management team to ensure sales and ops 
run smoothly, and making sure inventory levels stay balanced. His approach is hands-on, 
and he likes interfacing with customers where possible.

“Stalcor has historically been a training ground for skills,” says Roothman. “The company 
has always had a focus on improving its human capital, and we’ve been very fortunate 
with the quality of people that work for us.”

CRAIG DU PLESSIS, MD
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DUVHA
FOUNDRY

 From the 
 fires of the 
 furnace, 
 a great 
 success 

B
y most reckoning, Duvha 

Foundry shouldn’t still exist. 

When it was founded in 2012, 

it was understaffed, under-

equipped, and underfunded. 

And yet, only four years later, it’s a 

shining example of South African success. 

Given how little it had to go on, how did 

it grow from a tiny operation with just six 

employees to the medium sized, multi-

million rand operation it is today?

The answer lies in the drive, ambition, 

and sheer guts of its owner, Stanley 

Tshivhase and his Team.

APTITUDE
Growing up in rural Venda, Tshivhase 

felt the lure of the city, and always had a 

drive to make it big in Johannesburg. To 

his mind, that meant a career in mining, 

which he tried to pursue at Technicon of 

Witwatersrand. 

“They wouldn’t let me study mining,” 

Tshivhase recalls. “They made me take 

an aptitude test, and the results showed I 

In business since 2012

Employees at start 6

Currently 42

Shopfloor at start 800m2 Under Roof 

Currently 5200m2 Under Roof

Number of furnaces 5

Smallest casting 2.5kg

Largest currently 1,500kg

Sectors served  Mining
 Rail
 Automotive
 Engineering
 Power
 Cement
 Chemical
 Petrochemical
 Pump and Valve

Kit on site includes  Brucker Q4 
Spectrometer

 Continuous mixer
 Sand  Reclamation 

Plant
 Brinnell hardness 

tester
 Shot-blasting plant
 Sandblasting unit
 Industrial 

compressor
 3 5-ton cranes
 2 10-ton cranes
 Top Hat heat 

treatment furnace

DUVHA FOUNDRY in a nutshell

would do best at Physical Metallurgy. I said, 

at least let me do Extractive Metallurgy, but 

they refused.” Despite being forced into it, 

Tshivhase found himself falling in love with 

Physical Metallurgy, to the extent that he 

stuck with it after moving to Vaal University 

of Technology (Vaal Technicon). 

BIG SMALL BUSINESS
At about this time, the Union Steel Corporation 

(USCOR) was looking to take on a trainee 

metallurgist. They approached Tshivhase’s 

lecturers at Vaal University of Technology 

(Vaal Technicon)  who, recognising the young 

man’s passion, recommended him for the 

position. 

After training his way up the ladder in the 

USCOR Quality Assurance lab, Tshivhase 

embarked on a successful career working as a 

metallurgist at several prestigious companies. 

Much of the work he did involved testing 

products for quality and performance, Heat 

treatment, melting and advising on how 

processes might be improved for more 

desirable yields.

A.S TSHIVHASE
Foundry Director

S.N RADZUMA
Foundry Manager

A.D.W DU PLESSIS
Foundry Duvha Foundry Administrator

N.P RAMAGOMA
Foundry Supervisor

N.K MALULEKE
Foundry Quality Manager

10 second quarter, 2016
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It was while working at Independent 

Foundry that he had an epiphany.

“I realised that a foundry is a small 

business,” says Tshivhase. “It looks big, but 

really, it’s a small business. And I thought, 

this is something I can do.”

Convinced that he now had the experience 

to go it alone, Tshivhase resigned from his 

job, and set about polishing a business plan. 

“I remember saying to my wife, that’s the 

last time I work for a boss. Now I want to 

be a boss.”

ALL ABOUT THE MONEY
It wasn’t a smooth start. Tshivhase’s plan 

called for R2.5m in startup capital, which 

would cover the purchase of basic Foundry 

equipment, and float the business for as 

long as it took to find its feet. But besides 

owning a home in the township, he had 

no bankable assets. Almost everywhere he 

turned, he met strong financial resistance.

“I remember the South African Institute 

of Foundrymen advised me not to do it. 

They told me that the time was wrong, and 

that I shouldn’t even think of starting a new 

foundry without at least R5m in hand. They 

referred me to the IDC, who couldn’t help 

me. They referred me to the DTI, who were 

happy to meet with me, but also couldn’t 

help me Financially.”

Undeterred, Tshivhase began 

approaching banks. Standard bank offered 

him a R500,000 personal loan, which just 

wasn’t enough. FNB declined, citing a 

moratorium on financing startups. ABSA 

refused point blank.

Nedbank, on the other hand, took a 

different view.

“These guys were keen,” recalls 

Tshivhase. “They started asking a lot of 

questions. What is a foundry? What is my 

view of the market? Why do I think this 

business plan will succeed? I seemed to 

be giving them the right answers. I think 

they were able to see what I was trying to 

achieve.”

They asked me for additional information 

related to the market, letters of intent and 

own contribution, which was however 

difficult to raise, until I met Richard child 

from Conbrako, who understood my 

vision?

THE ESSENTIAL 
EQUIPMENT
In the end, Nedbank offered a R1.2m loan, 

with an additional R150,000 overdraft 

facility - less than half of what Tshivhase’s 

plan called for. It wasn’t what he was 

looking for, but after some consideration, 

he decided that with a few tweaks, he might 

just be able to make it work.

“It was tough,” says Tshivhase. “I had to 

12 second quarter, 2016

opt for a second hand furnace. I approached 

the guys at Solid State, and showed them a 

Chinese furnace I was looking at for half a 

million. They said, don’t worry, we’ll find 

something better second hand for you - and 

they did. Next I needed a spectrometer - 

the essential equipment. I approached IMP 

Scientific, and they helped me too.”

NOW WHAT?
By working his contacts and calling in 

favours, Tshivhase managed to kit out 

a fully fledged foundry operation in an 

800m2 workshop. He named it Duvha - a 

Venda word meaning “the sun that rises 

and shines”.

But having a foundry is all well and good 

- you also need orders. Having acquired the 

equipment and hired on six members of 

staff, Tshivhase then spent four extremely 

tense months hunting for work while the 

money dwindled.

CAN YOU MAKE THIS?
The first major order came from Conbrako, 

who was looking for a South African 

foundry to cast draw gear components that 

they were already having made in China. 

Competing on price was difficult, but where 

Duvha could deliver was vastly improved 

lead time, and quality.

“They compared our castings to the 

ones they were getting from China,” says 

Tshivhase, “and they were very impressed. 

So they started placing orders. They were 

our first customer, and they are still our 

customer today.”

From that point, the business grew from 

strength to strength, mostly through word 

of mouth.  Duvha Foundry now services 

clients in a wide range of markets, including 

automotive and rail, the mining sector, 

engineering firms, power companies, and 

petrochemical companies. Ability to deliver 

quality product on time drives repeat 

business, and much of that success comes 

from Tshivhase and the team’s hands-on 

approach.

“Guys would walk in, and be amazed 

that there was a black foundry here in 

Chamdor. They couldn’t believe it. They’d 

ask us if we could make something, and 

we’d say yes. We’ve had great support from 

all our customers.” 

COMMUNITY 
DEVELOPMENT
In the four years that it’s been in business, 

Duvha Foundry has grown from six 

employees to forty two. Finding people 

with the right experience has been difficult, 

but Tshivhase considers staff development 

part of his responsibility as an employer.

“This is an industrial Area, so you always 

find guys around this area looking for work. 

None of them will have foundry experience, 

but if they have at least matric, we might 

take some of them in and train them on 

different foundry activities like Moulding; 

Painting; Closing Melting Fettling and heat 

treatment.”

That training isn’t limited to being taught 

how to operate equipment; Tshivhase 

ensures that his workers obtain relevant 

qualifications and certifications too through 

the SASSDA and SAIF and university 

institutions. 

“My guys are very proud of the skills 

they’ve obtained. You take someone who 

has just matriculated, who didn’t know 

how to do moulding, who didn’t know how 

to melt, or cut a casting, and you train them. 

And now they have confidence, knowledge 

and drive. You can see it in their eyes, they 

become assertive and proud.”

EXPANSION
Duvha Foundry may have started small, 

but it is now anything but. The single, 

secondhand furnace the company began 

with has been joined by four others, with 

capacities ranging from 150kg furnace on 

the low end all the way up to 2 tons furnace 

on the top end, both twin bodied each 

Power pack with a changeover switch. 

Having outgrown their 800m2 workshop, 

Duvha now occupies a 5200m2 under roof 

factory in Chamdor. They can execute 

castings with yields from as low as 2.5kg 

all the way up to 1,500kg, in a range of iron 

grades, Steel grades and stainless steels, 

especially in 316, 304, CN7M and CB7MCu 

grades, amongst others.

This rate of successful growth in only four 

years is remarkable, especially considering 

the current economic climate. Tshivhase 

acknowledges that it’s sometimes hard to 

compete with Chinese imports based purely 

on price, but where Duvha Foundry excels 

is unbeatable lead time, and a pedantic 

focus on quality. But given how many years 

Tshivhase worked in metallurgical QA, 

Heattreatment and melting, that last point 

is hardly surprising. SS
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(PTY) LTD
PRODUCERS OF QUALITY 
STEEL & STAINLESS STEEL 
ALLOY CASTING

WE SERVE A WIDE RANGE OF MARKETS SUCH AS

 PUMP AND VALVE COMPANY
 RAIL COMPANIES

 MINING COMPANIES
 ENGINEERING COMPANIES AND MACHINE SHOPS

 POWER GENERATING COMPANIES
 CEMENT COMPANIES

 PULP AND PAPER COMPANIES
 SMELTERS AND HEAT TREATMENT COMPANIES
 CHEMICAL AND PETROCHEMICAL COMPANIES

Physical Address: 18 Nicholls Street, Chamdor, Krugersdorp.
Postal Address: P.O.Box 3085, Witbeeck, Roodepoort, 1729

Tel: 011 762 1557 / 011 762 1191  Fax: 086 613 5058 / 011 762 1191
Email: info@ duvhafoundry.co.za
Web: www.duvhafoundry.co.za

STAINLESS 
STEEL
COLD 
FORMING OF 
STAINLESS 
STEEL
Cold forming stainless steel is generally 
different to processing low-alloy and 
plain carbon (mild) steels, primarily 
because stainless steels are stronger, 
harder and more ductile, work harden 
more rapidly and must maintain their 
inherent corrosion resistance. These 
characteristics necessitate greater power 
requirements, an allowance for a greater 
wear rate of processing equipment and 
the application of working procedures 
that will avoid surface damage and 
contamination or impairment of 
corrosion resistance. The grade of 
stainless steel being processed will 
generally dictate the type of process to 
be used.

Specific grades of stainless steel are 
usually chosen on the basis of specific 
inherent properties such as corrosion 
or heat resistance, strength, ductility 
etc. The response of the steel to work 
hardening and the subsequent effect 
on the mechanical properties will play 
a significant part in selecting a steel for 
formability. The formability of a steel 
is largely determined by the rate at 
which the yield strength approaches the 
ultimate tensile strength as the material 
is cold worked.

 Fig. 1.  shows a narrowing of the 
band between the yield strength and 
the ultimate tensile strength curves as 
the material is cold worked indicates 
that the formability is limited for grades 
such as 430. The narrowing shows 
that most of the available yielding is 
expended and any further deformation 
will result in rupture. On the other 
hand, for steels that do not show a 
great convergence such as Grade 301, 
a tendency for greater work hardening 
is indicated and, together with a higher 
ductility for the same degree of cold 
work, will permit severe deformation 
during forming.

FORMABILITY OF 
STAINLESS STEELS
AUSTENITIC STAINLESS STEELS
These are the chromium nickel (Cr/Ni) 
and chromium, nickel manganese (Cr/
Ni/Mn) Stainless Steels; the 300 and 200 
series respectively.

Nickel (Ni) and manganese are the 
alloying elements which promote 
the formation of, and stabilise, the 
austenitic crystal structure. The higher 
the Ni:Cr ratio the more stable the 
austenite, and hence a difference in 
mechanical properties and response to 
work hardening both of which in turn 
affect the formability.

Grade 301 has the lowest nickel 
(6.5%Ni) content of the austenitic stain-
less steels and has thus the highest rate 
of work hardening. Although having a 
fully austenitic microstructure in the 
annealed condition the lower nickel 
content results in a greater proportion of 
martensite being formed during plastic 
deformation which helps the metal resist 
necking and assists in a more uniform 
deformation. An advantage of the high 
work-hardening rate is that appreciable 
increases in strength and stiffness can 
be achieved which are useful for cold-
formed structural sections. Similar 
properties are seen in many of the 

200 series. The higher nickel grades 
such as 304DDQ and 305 (10-13% Ni) 
work harden the least of the austenitic 
grades. The lower work hardening rate 
is characteristic of a more pronounced 
convergence of the ultimate tensile 
stress and yield stress curves with cold 
work. This convergence means that 
the total deformation prior to fracture 
would be less than for a work-hardening 
grade such as grade 301. A reduction 
in thickness is hence not so effectively 
countered by a higher developed 
strength in the location of the thinning. 
A lower yield stress, as with Grade 305, 
means that much less force is required to 
initiate deformation.

The cold forming operations used 
for austenitic stainless steels are the 
same as those used for ferritic stainless 
steels. However, the forming conditions 
differ. The austenitic stainless steels are 
capable of greater deformation due to 
their high ductility and thus a greater 
amount of reduction in a single given 
operation can be tolerated. Among the 
austenitic stainless steels, the greatest 
deformation in a single operation can 
be withstood by the more rapidly work-
hardening grades such as 301 or 304. The 
formability of cold-worked austenitic 
stainless steels is adequate to permit 

Fig 1: Effect of cold work on Mechanical properties
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YOUR ONE STOP 
STAINLESS

SHOP

cold forming operations without prior 
annealing. However, during a sequence 
of operations, the extent of cold work 
achieved may necessitate intermediate 
annealing, to return the steel to its 
original ductility

The better formability of the austenitic 
stainless steels is particularly apparent 
in such processes as stretch bending 
where a greater tensile deformation will 
be sustained, and in severe drawing 
operations where a high ductility is 
required.

However, because of the higher 
annealed strengths and response to work 
hardening, greater forces are required 
for austenitic stainless steels compared 
to ferritic stainless steels. Not only are 
higher deformation forces necessary, 
but the initial force must be increased as 
the metal deforms to accommodate the 
effects of work hardening.

In general, the austenitic stainless 
steels are more difficult to form as the 
nickel (Ni) content decreases, as in 
grade 301 (approximately 6.5% Ni). The 
presence of stabilising elements such as 
titanium (Ti), niobium (Nb) and tantalum 
(Ta) as well as higher carbon (C) contents 
have an adverse effect on the forming 
characteristics of the stabilised grades. 
This is due to the formation of second 
phase particles in the microstructure 
such as titanium carbides, carbo-nitrides 
etc. Forming of Grades 321 and 347 is 
thus less favourable than Grades 302, 304 
and 305.

The 200 Series Austenitic Stainless 
Steels (i.e. those in which Nickel (Ni) is 
partially replaced by Manganese (Mn) 
require more power due to their greater 
initial strength and a high response 
to work hardening. They also suffer a 
greater degree of springback than the 
equivalent 300 series.

FERRITIC STAINLESS STEELS
These are plain chromium stainless 
steels which have low carbon (C) 
contents (< 0.1% C). They are contained 
in the 400 Series.

The mechanical properties of the 
ferritic stainless steels compared with 
the plain carbon (mild) steels indicate 
that different cold forming methods are 
required for these materials.

The higher yield strength of ferritic 
stainless steel implies that more 
power is required for a given amount 
of deformation; the high ultimate 
tensile strength indicates that higher 
loads can be applied before rupture; 

and the lower elongation means less 
plastic deformation can be tolerated 
prior to fracture. Although higher 
initial deformation forces are required, 
the force/load does not need to be 
increased as deformation progresses, 
because ferritic stainless steels do not 
work harden to the same extent as the 
austenitic stainless steels. The poor 
notch ductility of the ferrite stainless 
steels in heavy sections requires that 
the speed at which the load is applied 
will have to be slower than for low alloy 
or plain carbon (mild) steels. Ferritic 
stainless steels will tend to fracture 
under shock loads at low temperatures.

As can be seen in Fig. 1, the yield 
strength for Grade 430 converges 
rapidly to the ultimate tensile strength 
as the cold work progresses. Since 
the yield point must be exceeded for 
plastic deformation (and hence for cold 
forming) to occur the close convergence 
of the yield and ultimate tensile stresses 
is conducive to rupture. This response is 
typical of the ferritic stainless steels. This 
effect, plus the rapid drop in ductility 
with increasing cold work, necessitates 
the use of fully annealed sheet together 
with intermediate annealing, where 
necessary, during processing. 

Severe bending should always be 
carried out transverse to the rolling 
direction due to directionality of the as-
rolled microstructure.

The decreasing ductility with 
increasing work of the ferritic stainless 
steels requires more inter-annealing 
steps than is necessary for plain carbon 
(mild) steels when spinning or roll 
forming. Nevertheless, grades such 
as 409, 441 and 430 are often used for 
applications that require forming by 
blanking, bending, drawing or spinning.

MARTENSITIC STAINLESS 
STEELS 
These are plain chromium stainless 
steels which have relatively high carbon 
(C) contents (0,15-1,2% C). They are also 
contained in the 400 Series.

The forming characteristics of Grades 
403, 410 and 414 (the lower Carbon 
grades) in the fully annealed condition 
may very similar to those of the Ferritic 
Stainless Steels.

The remaining Martensitic grades 
with higher Carbon contents are not 
recommended for cold forming.

DUPLEX STAINLESS STEELS
These are steels having excellent 

resistance to stress corrosion cracking. 
They have a two-phase (duplex) 
microstructure consisting of about equal 
proportions of austenite and ferrite.
Duplex stainless steels can be readily 
cold formed by the same methods used 
for austenite stainless steels.

Duplex stainless steels have higher 
proof strengths than the conventional 
austenitic stainless steels and therefore 
more power is required to initiate 
forming. When forming grades such as 
2101, 2304 and 2205, the capacity of a 
press brake will be reduced by 50% when 
compared to austenitic stainless steels, 
although once the yield stress has been 
attained, the duplex stainless steels flow 
as easily as the austenitic stainless steels.

Because of the higher proof stress 
of the duplex stainless steels, greater 
springback can be expected. Over-
bending by approximately 10% on a 
90° bend should compensate for this. 
Hydraulically operated presses are 
preferred.

Duplex Stainless Steel such as 2101, 
2304 and 2205 require larger inner 
bend radii — typically 3 to 4 times 
plate thickness. Severe bending should 
always be carried out transverse to the 
rolling direction due to directionality of 
the as-rolled microstructure.

Where heavy cold forming has been 
done, consideration should be given to 
heat treatment — particularly if severely 
corrosive service conditions are to be 
expected.

POWER REQUIREMENTS
Power requirements for forming 
stainless steels, mainly because of the 
high yield strength, are greater than for 
equivalent thicknesses of low alloy and 
plain carbon (mild) steel.

As a general rule, approximately twice 
as much power is required for forming 
stainless steels. Not only is more power 
required initially, but because the 
austenitic and duplex stainless steels 
work harden rapidly, increasingly more 
power is required as forming proceeds. 
Most of the ferritic grades behave in a 
similar manner to the carbon steels with 
regard to work hardening, although 
more power is required to initiate the 
forming process, due to the higher initial 
yield strength of the ferritic stainless 
steels.

LUBRICATION
The lubrication requirements for 
forming stainless steels are more 



Carbon canl diffuse into the steel and 
cause sensitization, with subsequent 
impairment of corrosion resistance.

Table 1 lists the suggested lubricants 
for a particular forming process.

 Mineral oils, soap solutions and
water   emulsions   or   general
purpose soluble oils are omitted 
since they are ineffective in most 
stainless steel forming operations.

 Regardless of the operation being 
performed, selection of a lubricant 
can affect both quality and cost of the 
formed product. The lubricant must 
have the properties required for the job, 
but use of a heavier duty lubricant than 
is required is poor economy because of 
the cost incurred in its removal.

SPRINGBACK
In any bending operation that produces 

critical than in forming plain carbon 
(mild) and low alloy steels.

This is due to the necessity of 
preserving the high quality surface on 
stainless steels. In addition, stainless 
steels have higher strength, greater 
hardness, lower thermal conductivity 
and higher coefficients of friction. 
Galling and scoring may also be 
expected, especially where high 
pressures are to be employed.
The selection of a particular lubricant 
for a forming process is based on two 
primary considerations:

 the lubricant must be efficient ie: to
assist in the forming process and
minimise scrap and excessive
scoring.

 the lubricant must maximise the
tool life, which is determined by
wear and pick-up.

In addition, a suitable lubricant is 
not determined solely by the particular 
forming operation, but also by other 
factors such as material and tool surface 
roughness.

For medium and severe forming, a 
pickled surface after cold rolling and 
annealing (i.e. 2D finish) has been found 
to be the most suitable. The relatively 
rough surface retains lubricants better 
than a smooth or polished surface and 
lubricant is thus drawn in between the 
contacting surfaces.

It is also important to consider the 
ability and ease of removal of the 
lubricant after forming, particularly if 
the part is to be subsequently exposed 
to high temperature (eg: an annealing 
or stress relief heat treatment). If 
lubricants are not totally removed, 

a permanent deformation of the 
workpiece, the metal on either side of the 
neutral axis suffers either compressive 
or tensile plastic deformation. Refer to 
Fig. 2.
On either side of the neutral axis, plastic 
stresses remain in those parts of the 
material that have passed the elastic 
limit (yield point) and those parts lying 
nearer the neutral plain that have not 
reached the elastic limit may have 
residual elastic stresses. These residual 
elastic stresses cause “springback”, i.e. 
the tendency of a deformed piece of 
metal to return partway to its original 
shape.
Springback increases if:

 The elastic limit of the material 
increases (due to cold work - refer to the 
Austenitics).

 The plastic strain increases (due to 
the increased amount of plastically 
deformed material in the workpiece).

 The amount of plastic strain involved 
depends on both the thickness of the 
workpiece and the radius of the bend, 
not the total bend angle. Thus the 
amount of springback per degree of 
bend increases as the ratio of bend 
radius to sheet thickness increases. 
There will therefore be less springback 
in a given thickness sheet when it is bent 
through a small radius than when it is 
bent through a large radius. Springback 
can be controlled by reducing the punch 
radius or by slightly overbending.

BEND RADII
The smallest radius for any given metal 
that can be formed without cracking is 
called the minimum bend radius. It is 
generally found that the minimum bend 
radius increases almost in proportion to 
the sheet or strip thickness.

In extremely soft metals or ductile 
steels such as annealed austenitic 
stainless steels, it may be possible to 
form a bend with zero radius when the 
seams are bent through 180° to form an 
interlocking joint along the edges of two 
sheets. This can be done provided the 
tool edges are not sharp, otherwise the 
die will cut the steel while forming the 
bend.

Generally, for annealed material, a 
bend radius (R) equal to the material 
thickness(T) will meet most engineering 
requirements. Cold worked material 
however, will require larger bend radii, 
eg:

 1/4 Hard tempers R = 1 - 1.5T
 3/4 and Full Hard tempers R = 3 - 6T
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Figure 2

The bend radius selected must be done 
with the grade of steel in mind ie. some 
steels such as duplex stainless steels, 
require larger radii.

FORMING PROCESSES 
A brief overview of some different 
forming processes is given below:

PRESS BRAKE FORMING
Stainless steel sheet, strip and plate 
of virtually all types and tempers are 
formed in press brake equipment. This 
method of forming is usually limited 
to small quantities and relatively 
simple parts. Press brakes are generally 
equipped with standard or sharp Vee 
dies, as shown in Fig. 3.
Springback is controlled by adjusting 
the angle of the dies.

All of the austenitic stainless steels in 
the annealed condition can be bent 180° 
over one stock thickness (1T), but need 
up to 50% more power to form than 
plain carbon (mild) steels. Springback 
must be allowed for as it is more severe 
in the austenitic stainless steels.

The plain chromium (400 series) 
stainless steels vary in their response 

to press brake forming, but like the 
austenitic stainless steels require more 
power to initiate the bend.

For ordinary press brake forming, 
lubricants are generally not used, 
although the use of lubricants or pvc 
films may reduce scoring on sensitive 
finishes.

The bracket shown in Fig. 4 is typical of 
press brake forming. The punch angle in 
the second operation has been reduced 
to set the final angle by overbending.

PRESS FORMING
Stainless steels are press formed with 
the same equipment as that used for 
plain carbon (mild) steel. However, 
more power is required.

 the ram force is approximately 60%
greater than that for an equivalent mild 
steel workpiece.

 press frames must have sufficient 
bulk and rigidity to withstand the 
higher forces.

 alternatively the press capacity must 
be de-rated accordingly. Dies used for 
press forming Stainless Steels wear 
out faster and are more susceptible to 

fracture because of the greater forces 
employed.

 Die materials used for long service in 
mass production include high strength 
Aluminium Bronze, high quality tool 
steels and Carbide tools.

The austenitic stainless steels are 
generally more easily press formed 
than other grades of stainless steel. 
Their work hardening characteristics 
which result in higher strength are 
often used to advantage in press formed 
components, the greater stiffness giving 
an improved resistance to fatigue.
Stainless steels, and the austenitic 
grades in particular, have high ductility 
but are susceptible to wrinkling in 
press forming if the workpiece is 
stressed in compression. It is therefore 
recommended that in terms of metal 
flow, the part be stretched rather than 
compressed.

Press forming of the ferritic stainless 
steels can be improved by slightly 
warming the blanks to about 120-200° 
C. At this temperature the metal is more 
ductile, so less power is required for 
forming and, in addition, the tendency 
for the workpiece to crack is lowered.

Chlorinated lubricants are often used 
in press forming because the viscosity 
and activity can be adjusted over a wide 
range. These are also easily removed 
with solvents and degreasers.

A typical press-formed austenitic 
stainless steel component is illustrated 
in Fig. 5. The severe forming induces 
work hardening that will increase the 
rigidity and fatigue resistance.

SPINNING
Stainless Steel components such as cups, 
cones and dishes can be readily formed 
by manual or power spinning. Again, 
more power is required than for low 
carbon (mild) steel.

Manual spinning can be carried out 
on all the 300 series stainless steels. 

Figure 3

Figure 4

GRADE MAX 
STRETCH(%)

GRADE MAX 
STRETCH(%)

301 25 316 35

302 40 316 35

304 40 410 20

305 45 430 30

The lower work hardening grades such 
as  304 and 304 DDQ enable greater 
reductions before inter-annealing 
becomes necessary. All annealing 
operations must be followed by 
pickling to restore the clean, smooth 



STRETCH FORMING
Stretch forming is the forming of sheet, 
bars and rolled sections over a block of 
the required shape while the workpiece 
is in tension. The workpiece is stretched 
just beyond its yield point (usually 2-4% 
elongation) to retain the contour of the 
form block. 

EXPLOSIVE FORMING
Explosive forming is a method of 
changing the shape of a metal blank by 
the instantaneous high pressure that 
results 

Stainless Steels may not behave the 
same in a high-energy, high rate forming 
method as when formed at a slower, more 
conventional rate. In some instances, 
certain grades of Stainless Steel can be 
accurately formed into intricate shapes 
without cracking by explosive forming, 
whereas the same grades would crack if 
subjected to the equivalent severity in 
conventional processes. The converse 
may also be true.

TUBE BENDING AND 
FORMING
Equipment similar to that used for 
carbon (mild) and low alloy steels 
is used for stainless steels although, 
again, greater power is needed. 
austenitic stainless steel tubes can be 
bent to a centre-line radius of 1.5 times 
the tube diameter. As the ratio of the 
tube diameter to wall thickness (D:t) 
increases, it becomes more important 
to provide both internal and external 
support to prevent wrinkling, buckling 
and flattening.

Numerical controlled or robotic 
operations are regularly used for high 
volume tube bending operations, such 
as in auto exhaust pipe production 
Mandrel lubricants should be fairly 
heavy, viscous oil-based lubricants with 
emulsifiers for easy removal. Very light 
chlorinated mineral oil can be used in 
some bending operations between the 
wiper die and the tube.

Tubing can be flared to increase the 
diameter 25-30% if in the annealed 
condition. The diameter can be reduced 
by rotary swaging or increased by 
bulging or beading. Rubber punches are 
often used for this purpose.

surface and to remove any carbon steel 
contamination.

The approximate maximum limits of 
stretch in manual spinning are:

The amount of stretch is not 
necessarily uniform over the entire 
component, as it varies with the shape 
of the form. A second stretch after 
annealing of approximately 8% less than 
the initial stretch can be attained.

A typical sequence of operations for 
manual spinning of a cone is illustrated 
in Figure 6. The process starts with the 
drilling of a hole in the centre of a blank 
for location of the centre mounted on 
a tailstock. The blank is then mounted 
on a wooden (or metal) mandrel and 
the forming process accomplished by 
applying pressure to the surface with a 
bar or roller-type spinning tool.

The 400 series ferritic stainless 
steels, because of their relatively low 
ductility, do not lend themselves to 
manual spinning. The high pressure 
of the forming tool causes severe local 
deformation of the workpiece resulting 
in early thinning and fracturing.

Power spinning of the 300 and 400 
series stainless steels is readily carried 
out with the low work hardening types 
being superior. Much larger reductions 
of type 430 can be made by this method 
of spinning.

Cracking at the edge of austenitic 
stainless steel blanks during spinning 
is a major problem. This is due to the 
localised work hardening and minute 
imperfections induced in the cut edge. 
Dressing the cut edge by grinding prior 
to spinning will overcome the problem. 
Cracking and distortion can be prevent-
ed by keeping a narrow flange on the 
workpiece. This flange can be trimmed 
off in the last operation if it is incompat-
ible with the component design/
function.

The surface of a power-spun form is 
rough and requires extensive finishing 
to make it smooth and bright. The roller 

Tube spinning can be used to reduce 
the wall thickness of tubes and to increase 
their strength. Producing specific shapes 
from tubing is a major function of tube 
spinning, eg. flanges can be spun at 
substantial savings compared with other 
processes such as machining. The lower 
work hardening grades such as 304 and 
305 are more suited to spinning.

COLD-HEADING
This method of forming is used to form a 
head-like shape on the one end of a wire 
or rod blank. Cold-heading is usually 
associated with the production of nails, 
screws, bolts, rivets and other fasteners 
or more elaborate parts such as ball 
studs, pinion shafts etc. Heading is fast, 
scrap free and produces strong, uniform 
parts and is best suited to high volume 
production.

The amount of metal moved 
determines the severity of the forming 
process and is usually referred to as 
the number of diameters in the upset. 
In cold-heading, a diameter is a length 
of wire/rod equal to its diameter and 
hence the severity of an operation is 
measured in diameters, or the volume 
of metal deformed to the length of rod 
deformed.

With the exception of the free 
machining grades such as Grade 303 
and the higher carbon Martensitic 
grades such as 420 and 440, virtually all 
of the 300 and 400 grades can be headed 
to a severity of 1,5 diameters in one or 
two blows.

In two or three blows, most grades can 
be cold-headed to a severity of about 1,7 
diameters. More severe heading may 
require the blank to be heated.

For cold upsets as severe as 2,25 
diameters, grade 430 is the only 400 
series grade that can be considered. Of 
the austenitic types, grades 304 and 305 
are best suited to cold-heading.

For mild upsets up to 1,5 diameters, 
ordinary machine oil applied to the die 
usually will suffice. For the most severe 
upsets a solid lubricant such as copper 
plating or dry lime on the stock together 
with machine oil is recommended.

CONCLUSION
The austenitic, ferritic and duplex 
stainless steels can be readily formed 
in all of the conventional cold forming 
equipment.

The austenitic stainless steels, with 
their high ductility, can be pressed or 
formed into complex shapes.

Careful selection of lubricants and 
attention to the extra power require-
ments will result in the achievement of 
uniform, high quality products. SS 

usually imparts a helical or spiral 
groove to the surface of the workpiece 
which may detract from the aesthetic 
appeal of the finished component.

Lubricants are used to reduce 
friction, minimise galling and tool 
drag, and also to provide cooling. 
For manual spinning, firmly adherent 
lubricants are preferred, whilst for 
power spinning the cooling action 
of the lubricant is more important. 
Chlorinated or sulphurised lubricants 
are usually avoided as they are difficult 
to remove and traces left on the steel 
could have harmful, corrosive effects.

THREE-ROLL FORMING
There are different configurations of 
three-roll forming machines but the 
principles are similar – see Fig 7.

The position of the top roll is fixed 
while the bottom roll adjusts vertically 
to compensate for material thickness. 
The rear roll is adjustable angularly 
and this determines the diameter of the 
cylinder formed. Usually two rolls are 
driven although in some machines all 
three rolls can be driven.

Springback can be a major problem 
during rolling of the austenitic and 
duplex stainless steels due to the large 
radii involved and work hardening of 
the steel during the forming process.  It 
is therefore advantageous to have the 
equipment set up so that the desired 
curvature can be achieved in one pass.

Lubricants are not generally used in 
this type of roll forming

CONTINUOUS ROLL 
FORMING
This is a process used for production 
of long lengths of formed sheets, 
such as roof sheeting, cable racking, 
components for rail carriages, tube 
forming, etc. The process involves the 
passage of the steel from a coil through 
a number of rotating rolls, each forming 
the material gradually in succession 
until the final form is achieved.

Most of the grades of stainless steel 
can be roll formed successfully, but 
care should be taken with the duplex 
and ferritic grades as directionality 
in the rolling direction can result in 
cracking if tight bend radii (see above) 
are used.

As with many of the other forming 
operations, tool wear and scoring of 
the stainless steel surfaces are an issue, 
and correct selection of tool materials 
and lubricants is critical.

Figure 5

Figure 10 (a) Stretch Drawing
Figure 6

Figure 11 Explosive Forming

Figure 6

AUSTENITIC STAINLESS STEELS, WITH THEIR 
HIGH DUCTILITY, CAN BE PRESSED
OR FORMED INTO COMPLEX SHAPES.
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N
estled in the heart 

of Johannesburg’s 

aerotropolis lies one 

of the industry’s most 

versatile stainless steel 

processors. Founded 8 years ago by owner 

and Managing Director Mischel Frijak, 

and his partners, the National Stainless 

Steel Centre’s shop floor is home to some 

of the best trained professionals in the 

business, and at their fingertips, one of 

the most extensive collections of stainless 

steel processing equipment you’re likely 

to find under one roof.

CAPABILITY
With both ISO9001 and TÜV certifications, 

National Stainless Steel Centre is serious 

about stainless steel, and in their state of 

the art facilities runs some of the most 

efficient & precision processing machines 

in the country.

Our laser complement can precision 

cut from shim stock right up to 30mm thick 

stainless steel. We recently commissioned 

a guillotine machine that can do flat 

sections up to 6m long and 16mm) thick.”

“Our bending brakes compasses from 

200 tons up to and including a recently 

commissioned 500 tons, 6m bending press. 

We can roll plate from 0.9mm up to 30mm 

thick, and can handle section rolling up to 

100mm thick. Depending on the enquiry, 

will assist accordingly through our 

professional sales team) to ensure that we 

offer our customers the best solution.

National Stainless Steel Centre’s 

impressive list of services also includes 

polishing, plasma TIG welding, and CNC 

machining (pipes and cylinders), among 

many other (automated processes). 

Because their business focuses on offering 

turkey solutions to client requirements, 

they’ve developed their own in-

house capabilities to the point where 

(outsourcing is no longer needed at any 

stage). The company has its own detailing 

facility, and can offer project planning and 

project management on request.

To be sure that they can always deliver 

at any given time, National Stainless Steel 

Centre holds (an impressive and full range 

of stock that comprises of duplex, super 

duplex, special alloys, architectural tubes 

and pipes including extruded angles and 

flats) including 304L, 316L, and 3CR12 

stainless steels. 

 

PEOPLE
National Stainless Steel Centre has an 

unusually rigorous in-house staff training 

program - in fact, they’re registered 

with (manufacturing, Engineering and 

related services SETA) (MERSETA) as an 

authorised apprenticeship facility, where 

staff are mentored and trained. 

“Through our training facilities as well 

as experienced staff, we ensure knowledge 

is passed down to inexperienced team 

members. “And it makes a difference, 

because when a discerning client phones 

to discuss a potential project, they know 

they’re going to be talking to someone 

who can give them good answers.”

PROUDLY SOUTH AFRICAN
National Stainless Steel Centre is a 

level 3 BBEEE contributor and makes a 

NATIONAL STAINLESS
STEEL CENTRE
The right material, in the form you need it

NSSC
COMPANY PROFILE

In business since 2008

Shop floor 13,000m²

Employees 160

Processing services  Laser cutting
 High def plasma 

cutting
 Guillotining 6 000 

long
 Water jet cutting
 CNC Bending, CNC 

and conventional 6 
000 long

 Rolling, section and 
plate

 Prefabrication
 Welding, MIG, TIG, 

Submerged arc, and 
robotic Plasma Tig 
welding

 CNC machining and 
drilling

 Polishing
 Levelling and 

deburring

Inhouse services  Detailing facility
 Project planning
 Project management

NSSC in a nutshell

WE TRY AND 
PASS DOWN THE 
EXPERTISE AND 
EXPERIENCE THAT 
OUR OLDER GUYS 
HAVE ACQUIRED.

point of using locally sourced materials 

wherever possible. “I would say that 95% 

of our procurement is local. We do import 

scheduled pipe and tubing from Europe 

for the chemical, petrochemical, and 

architectural sectors, where required, but 

only when the required product can’t be 

sourced in South Africa.”

ROOM TO GROW
National Stainless Steel Centre  started 

out in a much smaller 1,500m2 premises in 

2008, but it has since grown to the extent 

that relocation to its current 13,000m2 

factory in Pomona (the aerotoropolis 

mecca of JHB) was necessary. 

It is perhaps indicative of Frijak’s quarter 

century of experience in the stainless steel 

industry that the current site was selected 

with expansion in mind: when future 

operations require it, there’s an additional 

24,000m2 of room for more facilities. SS
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trade review
BUSINESS IN AFRICA

S
assda, as endorsing partner, 

attended the Global Trade 

Review conference during 

March 2016 in Cape Town. 

Regarded as the market’s 

leading pan-African trade finance 

gathering, the event was attended by 

over 300 delegates representing 24 

countries to discuss, learn and connect 

in one of the world’s most exciting and 

promising regions in which to do business. 

Interesting economic views regarding 

global and specifically, business in Africa 

was presented. Information of particular 

interest came from a Commerzbank study 

on scenarios for sustainable global trade. 

These scenarios are based on a model 

fashioned on 5 drivers of sustainable trade 

as identified in previous studies.

Figure 1 illustrates the five drivers as 

identified by Commerzbank. According to 

the study a very complex relationship exists 

between the different drivers that is based 

on mutual support and interdependence. 

How these drivers will dictate and shape 

the global economy for 

the next 10 to 15 years, 

will be somewhere 

between a best and 

worst case scenario. 

The study investigates 

the implications for 

the 5 drivers in both 

these extreme sets of 

conditions.  A best case 

scenario would imply 

further opening up and 

development of progress 

in the world economy 

with a flourishing world 

trade. This would in turn 

stimulate a broad base of 

sub-components for the 5 

main drivers. With the worst case scenario 

where the global economy remains slow 

to grow and protectionism starts to rise, 

progress in many subcomponents can 

grind to a halt or event go in reverse. These 

extreme scenarios offer insight into how 

decision making in the world economy, 

public policy and private sector make an 

impact on sustainable world trade. From 

the final study some recommendations for 

policy makers, corporations, the financial 

sector and civil society came to the fore:

Policymakers: Sustainable policies to 

ensure responsible free trade is critical for 

global trade. Protectionism should not be 

seen as a humbling block for free trade in 

all economic sectors. Policy should offer tax 

incentives balancing against employment 

creation in an environment that encourages 

innovation through technical progress. 

Regulatory hurdles slowing down sharing 

economies must be discouraged in order to 

create conditions for new, more sustainable 

markets and products. Policies should 

ensure that sustainability becomes part 

of national education to create a national 

culture of sustainability.

Corporations: There is a need for 

corporations to take a leadership role in 

sustainability. As part of this it is proposed 

that industry should be continuously 

improving by making voluntary standard 

mandatory. There should be strong 

partnerships with academic institutions 

towards synergized and focused R&D.

The Financial Sector: The sector should 

embrace globalized best practices and 

collaborate to harmonize metrics in a 

“co-petitive” fashion. The banking sector 

should take a proactive role in blending 

public and private sector financing.

Civil society: Consumers should be 

aware of misleading “green” or sustainable 

products and industries and be educated 

on sustainability and sustainable trade. 

Civil society should participate more in 

crowdsourcing ensuring more efficient 

sharing of information and allowing for 

free trade.

Commerzbank is of the opinion that 

should these recommendations be followed, 

the probability for an outcome towards the 

best case scenario becomes more likely, but 

can be quickly be influenced negatively 

with even slight tendencies not supporting 

the drivers for sustainable trade. It is 

regarded critical that the private sector 

takes the lead towards sustainability. This 

will “force” support from state, financing 

sector and policymakers. It is important to 

recognize the fact that irresponsible short 

term actions now can change the course of 

the world economy for decades. SS

Extracted from and based on the Commerzbank 

publication: Insights: Scenarios for the future 

of sustainable trade – setting the course for a 

greener future; Commerzbank AG; Frankfort 

am Main; Germany;  September 2015.

TWO EXTREME SCENARIOS 
SETTING THE SCENE FOR 
SUSTAINABLE GLOBAL TRADE
Figure 1: The 
5 drivers for 
sustainable trade
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sasfin
ECONOMIC REVIEW

ND Engineering, is in a position to offer the latest technological solutions, 
supported through a combined worldwide network.

Our South African offices and manufacturing facilities are based in Queensburgh, 
Durban within easy access to major roads and harbour facilitating the transport of 
equipment.

The acquisition of up-to-date technology has given ND Engineering (Pty) Ltd the 
enviable reputation as a market leading fabricator of Stainless, Alloy and Carbon 
Steel products of varying codes of design and manufacture.

We specialize in the Manufacturing of Pressure Vessels, Storage Tanks, Heat 
Exchangers, Filter Drums, Distillation Columns, Mechanical Equipment, Conveyors 
and Turnkey Projects.

Our workshop versatility enables us to satisfy a broad client base each with their 
specialized process requirements; necessitating the use of exotic materials and 
innovative welding technology for the paper and pulp, petrochemical, mining, 
chemical and sugar industries.

Metso ND Engineering, through its affiliation with the Global
Metso Group of companies, is in a position to offer the latest
technological solutions, supported through a combined world-
wide network.

Our South African offices and manufacturing facilities are
based in Queensburgh, Durban within easy access to major
roads and harbour facilitating the transport of equipment.

www.metsond.co.za
Tel: (031) 464 0510   Fax: (031) 464 0625   Cell: 083 449 5540   Contact: Nolan Green
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for the paper and pulp, petrochemical, mining,
chemical and sugar industries.
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T
he South African market is 

already a competitive one 

and internationally, ranks 

50th out of 142 countries 

on the World Economic 

Forum’s Global Competitive Index.

In trying to thrive in such a competitive 

market, and in particular, a competitive 

kitchen industry market, an old (adapted) 

adage perfectly describes the situation …. 

If you can’t handle the heat, stay out of the 

kitchen industry.

One company that certainly knows 

how to not only handle the heat but 

also cooks up a good success story is 

Metnor Manufacturing– a company that 

has managed to not only succeed in this 

industry but exceed their deliverables. 

Headed up by CEO Grant Norton, 

Metnor has three main divisions. The 

first supplies the baking industry with 

structural stainless steel equipment 

and bakery racks through their 23-year 

partnership with Macadam’s Baking 

Systems. Their second, a commercial 

division, fulfills kitchen requirements 

from design to installation, including the 

manufacturing process and everything in 

between. Their third division services food 

and beverage-related industries through 

manufacturing sheet metal sub-assemblies 

using their manufacturing shop. These 

divisions cover all kitchen requirements, 

whether in the house, store or industry. 

In 2005, Metnor asked IQuad (now 

part of the Sasfin Group) for assistance in 

applying for a grant from the dti to grow 

their business and output. In 2012 they 

applied for their second grant through 

Sasfin. Norton explains that they used 

Sasfin as “we had a good history as well as 

a strong working relationship”. 

As experts in their field, they 

sought partners who could assist their 

development and give time and expertise 

to the dti process. This led to remarkable 

results. “From the first grant we were 

able our staff complement,” says Norton. 

These grants, he says, have allowed 

Metnor “to enter into new markets and to 

take on more complex work”. Norton goes 

so far as to say that applying with Sasfin 

was “the best decision as CEO that I have 

ever made”.

In the last three years, Metnor have 

doubled their turnover, employee 

numbers and manufacturing output. This 

is an exceptional result. Norton describes 

working with Sasfin as “very easy” and 

continues to say that the people at Sasfin 

“are always available and go about their 

operations in a very professional manner”. 

Grant explains the partnership between 

the two companies: “We have regular 

meetings and are on a first-name basis. 

They understand me, our business and the 

pressures we work under.”

Metnor obtained two grants through 

Sasfin from the dti – the Enterprise 

Investment Programme (EIP) and 

the Manufacturing Competitiveness 

Enhancement Programme (MCEP). “The 

grants available from the dti have helped 

shape and define Metnor. They helped 

us formulate our business plan in 2004 

and we still use this annually. Due to the 

processes involved when claiming and 

meeting claim criteria, we have improved 

on our B-BBEE standing as well as 

elements inside the B-BBEE codes. We also 

have obtained our tax clearance as well as 

our IU 56 certificates. With having new 

and updated equipment we have been 

able to stay competitive, reduce down 

time due to equipment breakages as well 

as enter into new markets. We have also 

greatly increased our turnaround times by 

bringing all outsourced work in-house,” 

says Norton. 

There is no fool-proof recipe for success, 

however, Metnor has realised that when 

a process requires expertise and capacity 

over and above the resources available 

within the company, it does make sense 

to outsource to experts. Sasfin assisted 

Metnor with their grant processes, 

allowing them to focus on their own field 

of expertise – the kitchen industry.  

The results of the grants were 

exponential: a successful business case 

and the ability to increase the staff 

complement, internalise strategic business 

processes to ensure enhanced quality, 

and purchase new equipment. All of this 

resulted in increased output and increased 

success. 

To contact a Sasfin Commercial 

Solutions (Incentives) specialist, contact 

Alison Wienekus on 021 443 6858 or 

Alison.Wienekus@sasfin.com SS

DOUBLING DELIVERY WITH 
SASFIN COMMERCIAL 
SOLUTIONS INCENTIVES
Two grants. One partnership. Double the employees. Double the output. 



30 second quarter, 2016 second quarter, 2016 31

Ensuring safety is the number one concern 
for all mining operations. Vital Engineering 
understands this, and over the past few 
decades has produced a range of products 
of uncompromising quality which are now 
found on a growing number of mining 
operations throughout Africa and other 
parts of the world.

 “When it comes to safety in mining 
operations, there is no room for guesswork. 

The variety of welding procedures and 
their requisite shielding gases makes 
welding a complex and intricate process. 
In this highly specialised field, so critical 
to many manufacturing processes, it is 
important to know that you are getting the 
best advice.

Air Products’ Welding Specialist, Sean 
Young (pictured), is well-placed to offer 
such advice. With a broad knowledge 
of welding gases and their applicability 
to specific welding procedures, Young 
spends much of his time advising 
customers on how their choice of gas mix 
can have a profound impact not only on 
the weld quality, but on long-term cost-
effectiveness.

“Sometimes it can take a bit of 
convincing that the cheapest option is not 

always the most cost-effective. But for a 
customer who is looking to make sensible 
long-term decisions, choosing the best 
gas mix for a specific procedure can save 
money and increase efficiencies in the long 
run,” says Young.

“At Air Products we are passionate 
about providing a service which goes far 
beyond supply of product. We provide a 
close analysis of specific requirements and 
match those with recommendations on the 
correct welding procedure, shielding gases 
and filler material. And our customers 

That is why we ensure strict 
material controls for our 
products, which results 
in the benefits not only of 
minimising lost time injuries 
(LTIs), but of long life-
cycle and low maintenance 
costs,” says Dodds Pringle, 
Managing Director.

The company specialises 
in a range of fully serrated, 
multi-directional non-slip 
floor gratings and stair 
treads, providing a durable, corrosion 
resistant and aesthetically pleasing solution 
for its customers. Under the brand name 

Vitagrid®, Vital Engineering’s 
fully serrated gratings have 
been used extensively in 
mining projects over the 
years. 

Vital Engineering’s 
precision-made pressure-
forged gratings are 
manufactured to 
international standards.

Vital’s Maclock® range 
of handrails has also been 
developed for safety in 

applications such as mine walkways, 
using mild steel, galvanised mild steel and 
stainless steel. SS

VITAL ENSURES 
SAFE MINE 
WALKWAYS

industry newsindustry news

OUTOKUMPU’S SUPRA 316PLUS 
TRIUMPHS IN TUBE TRIALS

ANDERSON - 
EXPERTS IN HYGIENE

Tube and pipe manufacturer OSTP has 

completed three trials of Outokumpu’s 

austenitic stainless grade Supra 316plus 

(EN 1.4420, ASTM UNS S31655), giving the 

product high marks for performance.

OSTP, which produces equipment for 

the chemical, pulp and paper, and oil and 

gas industries, carried out the tests at its 

facility in Jakobstad, Finland. It evaluated 

the grade on its 219mm, 42.4mm and 

60mm tube lines, rounding off the final 

trial in late February.

Anderson Engineering, a business 

based in Pietermaritzburg in KZN, are 

leaders in the manufacture of customised 

stainless steel processing equipment for 

the processing industry. Now in their 58th 

year of operation, the business services 

a wide range of industries including 

Pharmaceutical, Cosmetic, Dairy, Food, 

Beverage and Chemical. Their strength 

and expertise lies  in delivering full 

turnkey solutions to these industries. Their 

engineering and project management 

expertise is amongst the best in the world 

and their unique solutions for a wide 

range of mixing requirements has led 

them to design and engineer some highly 

innovative customised solutions.

One of the industries the business 

services frequently is the Pharmaceutical 

and Cosmetics industries. Anderson 

Engineering understands the specific and 

unique requirements that are essential 

for companies in this industry to thrive. 

Their solutions offer maximum hygiene, 

TESTING 
PERFORMANCE
“Everything worked out in the three 

different welding lines. We produced both 

heat-treated and non-heat-treated tubes 

and all of those tests went well. We found 

the results very successful,” says Bengt 

Slotte, OSTP’s Product Development & 

Application Engineer.

Testing focused primarily on the 

material’s formability as well as its welding 

parameters – the specifications and 

techniques needed for welding in specific 

tube lines. Slotte noted that there were 

almost no differences in performance from 

the other austenitic grades the company 

currently uses.

“Compared to 4404, which is the 

closest grade to this one, it performed 

very similarly. We actually couldn’t see 

any difference in the forming. Regarding 

the welding, we basically had the same 

parameters as with the 4404 grade. There 

were only very minor adjustments that we 

had to do from the 4404,” he says.

EASY OPTION
According to Slotte, the pickling process, 

tested for the 2B finish, went smoothly 

with the Supra 316plus, and the end 

product passed the entire standard testing 

that OSTP carries out on its production.

Supra 316plus has higher mechanical 

strength and better corrosion resistance 

than 316L/4404, which can be key 

advantages from the customer’s point of 

view.

“The fact that manufacturing parameters 

and performance, as the tests have shown, 

are nearly identical to a currently used 

grade means it will be easy for OSTP to 

offer Supra 316plus as an option,” Slotte 

says.

“When it starts to become more 

recognized in the market and designers 

discover it, there’s no problem for us to 

produce these tubes. We can take it into 

production whenever needed.” SS

e x c e p t i o n a l 

quality, improved 

efficiency and 

safety and 

they are able to 

produce all the necessary documentation 

and quality standards required by this 

highly regulated industry. The company is 

ISO 9001 certified and offers the necessary 

GAMP documentation required by the 

MCC (Medicines Control Council).

Some recent product solutions the 

business has completed for clients in 

the pharmaceutical and personal care 

industries include:

 Pain Suspension 

 Cold & Flu Syrup 

 Ointments & Creams 

 Decongestion Syrup 

 Cough Mixture 

 Gripe Water 

 Toothpaste Mouth Wash 

 Face moisturisers

 Shampoo

 Conditioner

 Hair Relaxing Products 

 Bubble Bath

 Shower Gel 

 Hair Dye 

 Tissue Oil 

The company’s expertise and experience 

spans a great breadth of equipment and 

solutions from small standard installations 

to large complex customised solutions. 

Their flexibility and dedication to 

unique and efficient solutions, and their 

commitment to exceptional quality and 

service to their clients, has built long-

standing relationships with many clients 

and a reputation in the market for quality 

and excellence. SS

know that we are always available if they 
have queries on technical issues.”

Air Products South Africa - having long 
been at the forefront of welding gases and 
technologies in this country - has invested 
substantially in welding skills training and 
development. For example, the company 
has been closely involved with the South 
African Institute of Welding (SAIW)’s 
Young Welder of the Year competition 
since its inception in 2004.

With service delivery at the core of 
its operations, Air Products supplies all 
its customers, with the full spectrum of 
welding gases throughout South Africa. 
“From small packaged gas supply mode 
(cylinder) to CryoEase and Bulk delivery, 
Air Products prides itself on high service 
levels and turnaround. Furthermore, as the 
market is constantly changing, we ensure 
that we keep ahead of trends by constantly 
looking at innovative ways of delivering 
the most operationally efficient and 
cost-effective welding solutions,” Young 
concludes. SS

AIR PRODUCTS:
PROVIDING A
PERFECT WELD
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Johannesburg, 28 April 2016 - The Sassda 
Columbus Stainless Awards 2016 are 
gearing up to recognise a stellar list of 
award winners in October, with the news 
that the Southern Africa Stainless Steel 
Development Association (sassda) will 
provide a free consulting service to assist 
companies requiring help with the entry 
process. 

Sassda Executive Director John 
Tarboton comments; “In the past we 
found that despite entry being free, a big 
barrier to some companies participating 
in the awards was the actual entry 
process; namely filling in the application 
form comprehensively and in the correct 
manner.” To enhance the entry process, 

A joint sports day with SAIW took place  on the 14 April 2016 at De Zalze Golf Club.
There were 96 golfers who participated and the winners were from the Macsteel 

VRN Team 

This year a Boule 
competition took 
place instead of 
the usual bowls 
competition.

The winners 
of the Boule 
competition were 
from Stalcor.

Haw de Voogt, Walter Jones, 
Andre Pheiffer, Edgar Kock 

Sassda and SAIW each had 
a drinks holes and boerewors 
rolls were served at these 
holes instead of the normal 
halfway house.

As the Stainless SteeI Industry evolves 
and changes with new requirements and 
regulations, it becomes imperative to have 
a partner to help with meeting compliance. 
Whether you require assistance with 
managing specific processes or the entire 
supply chain, a quality control and 
quality assurance partner is essential. 
This includes vendor surveillance, line 
pipe and coating inspection, expediting, 
construction support, technical auditing 
and assessment, technical staffing, 
non-destructive and materials testing, 
consulting and training. 

When it comes to the fabrication of 
pressurised tanks, having a partner who 
can assist with understanding legislation, 
such as the South African Pressure 
Equipment Regulations (PER) of the 
Occupational Health and Safety (OHS) 
Act, is critical.  This requires that tanks 
are inspected and tested every 36 months 

sassda representatives can now visit 
prospective entrants’ offices and assist 
them with completing the entry form to 
ensure the process is as quick and easy as 
possible. Tarboton explains; “In this way, 
we also hope to increase the number of 
local and international entries from the 
44 that we received in 2014, with the 
overall aim of ensuring the cream of 
South Africa’s stainless steel crop rises to 
the top in 2016.” 

A Boost to the Industry
Looking at the role the awards have to 
play in the growth and development of 
the local stainless steel sector, Tarboton 
says the importance of the awards 

shouldn’t be underestimated. “They’re 
instrumental in raising awareness of 
stainless steel and its myriad of uses and 
applications within the local and global 
economy. By recognising excellence 
within the local stainless steel sector 
in particular, the awards have become 
a source of inspiration to ensure that 
global quality standards are adhered and 
strived for.”

In terms of entry requirements; 
individuals and companies (locally and 
abroad) that are involved in the design, 
production, conversion, distribution, 
use or specification of stainless steel are 
eligible to enter. The criteria for entries is 
as follows:

NEW-LOOK STAINLESS
STEEL AWARDS ‘IN PURSUIT OF 
BRILLIANCE’ IN 2016 

SASSDA / SAIW SPORTS DAY

INTERTEK 
COMPLIANCE

 Excellence – Exceptional work 
concepts and execution

 Innovation – Creativity originality and 
advancement

 Sustainability – For the business and 
environment

 Efficiency – Keeping to deadlines and 
minimising costs

 Quality – Of the products and work 
done

 Impact on the environment – Ensuring 
minimal carbon footprint

 Job creation – Employment 
opportunities created 

A key focus of this year’s revitalised 
awards is an enhanced list of Categories 
that have been altered and expanded to 
improve their relevance to the real world 
scenario that entrants face on a daily 
basis. They now include: Architecture, 
Building and Construction; Engineering; 
Export Achievement; Ferritic Stainless 
Steel; Duplex Stainless Steel; Food and 
Beverage; Catering and Hospitality; 
Art; Manufacturing Innovation; Product 
Development; Environmental Excellence; 
as well as Student; Lifetime Achievement 
and Business Excellence awards.

A clear return on investment
Overall, Tarboton says the awards are 
an invaluable means of promoting 
entrants’ businesses. “Our aim is to boost 
the aspirational value of the awards 
by ensuring that participants see the 
clear return on investment that their 
participation and winning provides. This 
through the creation of greater market 
awareness of their product or service, 
as well as contact and networking with 
other key players in the industry.

“Ultimately, the awards should be 
seen as the ‘Oscars’ of the local industry 
and with this streamlined entry process, 
we are putting our money where our 
mouth is when it comes to ensuring that 
everyone who deserves to be a winner, is 
a winner”.

Entries for the awards close on the 
31 July 2016 and will be judged by an 
independent panel of judges drawn from 
recognised professionals, representing all 
sectors of industry. Finalists and winners 
will be announced at a Gala Banquet on 
the 20 October 2016. SS

Ivan, Darean, 
Shaun

unless certain provisions are met.  The 
involvement of a government Approved 
Inspection Authority (AIA) in all aspects of 
repair, modification and routine inspection 
and testing is mandatory.  The minimum 
inspection requirements are defined in 
the PER and are usually supplemented by 
the use of international standards such as 
American Petroleum Institute standard 
API 510.

As a leading total quality assurance 
provider to industries worldwide, Intertek 
is such a partner. Our network of more 
than 1 000 laboratories and offices and 
over 40 000 people in more than 100 
countries, delivers innovative and bespoke 
Assurance, Testing, Inspection and 
Certification solutions for our customers’ 
operations and supply chains.

Intertek’s worldwide network of offices 
delivers rapid inspection, certification, and 
shipment valuations, and our verification 
services provide the assurance you need 
for engaging in international trade. 

For information contact Intertek on 011 
914 4044 or visit www.intertek.com 
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The search for 
cleaner energy 
begins with 
long-lasting 
materials.

Wherever our partners are, we will be there with 
long lasting materials designed to meet the most 
extreme demands under the harshest conditions. 
Because the fi rst step towards a world that lasts 
forever is making today’s energy solutions as 
dependable and sustainable as possible.

A
n inspirational 
businessman, champion 
of the community and 
family man, Stanley 
Tshivhase spoke to 

Stainless Steel magazine about the 
unprecedented growth of his business, 
which was founded in 2012 and how 
it feels to own the  first black owned 
foundry.  

Stanley was born in a village in Venda 
called Muhuyu. He matriculated in 1995 
at Mphaphuli Secondary school and 
then studied Metallurgical Engineering, 
National Diploma and graduated from 
Vaal University of Technology.Stanley has 
completed several management courses 
and worked for several companies, such as 
ISCOR, Boartlongyear, and Independent 
Foundry and was part of B&K foundry 
before starting Duvha Foundry (PTY) Ltd.  

YOU ARE THE OWNER 
OF A VERY SUCCESSFUL 
FOUNDRY, WHERE DID 
YOU START AND WHAT YOU 
ATTRIBUTE YOUR SUCCESS 
TO?
It all started when I was working at 
Independent Foundry. I was standing on 
the four furnace platform in the middle 
of the foundry and I looked around and 
realised that I was running and managing 
a foundry and that I was sure I could 
own one too. I thought of starting with a 
moulding and core shop and realised that 
something would be missing. I realised I 
wanted to start a complete foundry, one 
that could melt and cast metal products. 
I decided to start one and name it Duvha 
Foundry. Duvha , in Venda, means  “the 
sun that shines, rises and sets”.

WHAT IS YOUR FAVOURITE 
PART OF YOUR JOB?
All foundry activities are very interesting. 
I enjoy everything from meeting with 
clients, moulding, closing, melting 
and fettling, to quality inspection and 
loading our delivery trucks. However, 
my favourite part is melting - I just can’t 
spend a day without walking on the 
foundry floor.

WHEN HAVE YOU BEEN MOST 

SATISFIED IN YOUR LIFE?
When the bank (Nedbank) finally offered 
us the approval letter for the start-up 
funds for my company, since that day 
I have been so satisfied that I have 
dedicated all my life to the success of my 
company, Duvha Foundry. 

WHO IS YOUR ROLE MODEL, 
AND WHY?
I would say my parents have been my 
biggest role models. Looking back on 
how they raised us I could happily say 
that they taught us to be responsible, hard 
workers, disciplined and to be proud of 
ourselves.

WHAT IS THE MOST 
IMPORTANT LESSON YOU 
HAVE LEARNED DURING 
YOUR CAREER AND 
PERSONAL EXPERIENCES?
The most important lesson that I have 
learned during my career is that no matter 
what I do, I need to stay focused and move 
forward. It doesn’t matter how slowly or 

how fast I move, but I have to focus and 
move forward. 

WHAT IS SOMETHING NOT 
MANY PEOPLE KNOW ABOUT 
STANLEY TSHIVHASE?
I don’t always sleep more than five hours.

WHAT DO YOU DO WHEN YOU 
AREN’T WORKING?
I work more, while at home, I might 
play a bit with my kids and dogs but I 
consistently keep thinking about my work 
and what to do next. I never stop working.

IF YOU WERE TO CHOOSE AN 
ALTERNATIVE LIFE, WHAT 
CAREER WOULD YOU HAVE 
FOLLOWED?
I couldn’t think of anything but a foundry 
man.

WHY STAINLESS STEEL?
Stainless steel is amazing; it has challenged 
the natural state of steel by refusing to 
rust…. SS
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