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New Automatic Pouring Line at Dotson



Industry Transitions
.|

Having grown up around thedadry industry, it
has been hard to watch
icons file bankruptcy in the past months. Others
are right on the precarious financial edge and
could tip into bankruptcy.The partial listing of
names are familiar to many: Berlin Foupdr
Castwell Products, Iroquois Foundry, Mansfield
Foundry, Texas Foundries, Archer Creek
Foundry, Columbus Foundry, Decatur Foundry,
Hibbing Foundry, New River Foundnpuburn
Foundry,Neenah Foundry, and Prospect Foundry.
The list is equally long for fouwdries that have
closed.

Consolidation in an industry is normal. At the
beginning of the 2Dcentury there were almost
20,000 iron foundries in the U.S. There were
6,000 when my father started in 1943. Just 2,000
in 1973 when | started. Today, thember is

about 450.

| often tell people | work in amdustry where we
have not haé new competitor in 30 years. There
have been new foundries, but these have been
built by companies already in the industry. No
one wakes up in the morning and sdyd, et 6 s
build aniron fourdry. © The profit
historically just over breakeven, the
environmental and saferegulations are
overwhelmingand the technology requirement
for new equipment is in the millions.

So, why are the foundries in trouBleThe easy
answer is to blame the Chinese. And this is
definitely a contributing factor. Chinese iron
foundry productiorin 2000 was 5,649,000 tons
It is projected to t0ofi6,920,000 tons 2005. By
comparison, U.S. production in 2005 will be
9,398,M0 tons.

Another contributing factor is the run up in steel
scrap prices. Just over a year dbe,scrap price
was$150 a ton antbday it is $400.This has

Miadustry. Ydst aé Pogo sayé‘ dustryos

particularly hurt foundries selling to the
automotive industry whengrice increases could
notbepasgdonto the customer

However, most of the blame rests thefoundry

The enemy in us is our pricing, investmeand
employment policies.

For thirty yeas | have watckdthe foundries

(even Ddason) cut prices below our competitors to
move patterns. We are all proud of guoducts
Mad'bélieve that iffln8ry B can produca

casting for$4.55thenwe certainly can produce it
for $4.25. It is even worse when a buysaysthat
Foundry Bis not neeting quality or delivery
expectations and we can have the work if we do it
for 10% less.If our product is better than
Foundry B, then we should be paid maret less.
This practice is at th
financial problem. By taking a sttderm outlook
on pricing we hurt our long term profitability.

The Casting Industry Supplier Association will
confirm thatfoundry equipmensales inthefirst

four years of this decade were terrible. Foundries
by being overly cautiou®r having por balance
sheets)missed one of the best periods in history

D

to recapitalize their plantsif we are tocompete

in a world market, we must invest in the best
technology. The automatic pouring ladle on the
cover is an example of this technology. Ount&i
FBO/EconePour line is the first timeoutside of
Japanthat any foundry has automatically poured
horizontally parted iron molds (Hunter, B&P and
Sinto molding lines). This molding line also has
an automatic core setting feature that cycles at
140 nolds per hour.

High tech equipment requires that our work forces
are ready for the challenge. This means that
foundries must have a strong commitment to
education. Not just for the support side, but also
for 100% oft h e
jobo training is just
production employee neettsining tocorrectly
follow the proceduresAnd, they need education
to understand the reason for the procedure
what the consequencageif the procedures are
not followed

Our productivity is increased not by lowering
wages but, by producing more with an involved
workforce. It is this workforce that allows
American foundries to add casting value by
producing a better produajuicker,with tighter
tolerances, more compleshapes and delivered to
the customer with secondary operations like
machining, painting and assembly.

Are we pouring the life out of the American
foundry industry? Absolutely! But, at the same
time there are foundries that understand the
requiremento recapitalize their plants and that
the creative American workforce is the best in the
of our industryos
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