
       

 

Resource Efficient and Cleaner Production 

Several electricity saving interventions 
 

Case Study 

Company name Atlantis Foundries (Pty) Ltd. 

Sectors Metal (iron foundry) and Automotive (engine blocks are cast) 

Company Contact Name: André Arendse Position: Plant Engineer 

 
Email: 

andre.arendse@atlantisfoundries.com 

Telephone: 021 573 7200 (switchboard)  

                     021 573 8505 (direct) 

Year joined NCPC-SA 2011  Project  RECP Assessment, completed in mid 2012 

Year of interventions  

Begun in 2012 

and still on-

going 

Duration  7 years 

Utility Intervention Whole faciltiy. 

Waste Stream Type: Used core sand is the main waste stream.  

Case Study Author  Mark Kilfoil 

Project Manager  Inga Magodla / Adrian Rudolph 

 

SUMMARY OF SAVINGS 

Total No. of Projects 
Total of 10, (water – 1, energy – 9) An additional 

project was trialed, but discontinued because it 

prevented an increase in production. 

Gross Annual Monetary Savings R  50 587 821 

Top Resource Savings (in units) Electrical energy –  36 948 703 kWh/year 

Total Investment  

Overall Payback Period (in years)  

GHG Emissions Reduction 38 519 023 tonnes of CO2/year 

 

In the table above, neither the monetary savings nor the total investment have been adjusted for 

inflation. If this were done, and assuming an annual inflation rate of 6 %, the amounts (in 2019 

Rands) would be: 

• Gross annual monetary savings – R 17 446 252 

• Total investment – R 2 919 306. 

 

 

mailto:andre.arendse@atlantisfoundries.com


2 

 

 

1. BACKGROUND 

1.1 Company profile 

Atlantis Foundries produces engine block castings for the commercial vehicle industry.  The 

factory is in William Gourlay Street, Atlantis Industria, Atlantis, Western Cape, approximately 50km 

North of Cape Town.  

Atlantis Foundries was established in 1979 as a state owned company, and licensed to 

manufacture parts for Mercedes Benz and Perkins diesel engines. In 1985 the Company was 

incorporated into Atlantis Diesel Engines (ADE). In 1999 Daimler/Mercedes-Benz South Africa (then 

called DaimlerChrysler), took control and incorporated Atlantis Foundries into the Daimler Trucks 

Powertrain business unit. 

On 30th June 2015, Atlantis Foundries (Pty) Ltd was sold to the Germany based metal casting 

group Neue Halberg-Guss GmbH.  

Neue Halberg-Guss traces it origins to 1756, and it has been registered as Neue Halberg-Guss 

since 2011. It is one of the European market leaders in the development and production of engine 

blocks for cars and trucks as well as cylinder heads for trucks and other automotive components. 

Its supplies both car manufacturers (e.g. Volkswagen, Daimler & Opel) as well as truck 

manufactures (e.g. Daimler, Deutz, Scania and Iveco). 

Atlantis Foundries’ contribution is a range of engine blocks, all for export from South Africa. It is one 

of the largest metal sector factories in the Cape Town area. 

For further details, see the company website – www.atlantisfoundries.com 

 

1.2 Plant profile 

Atlantis Foundries still occupies it original site in Atlantis Industria. 

For the baseline period ( January 2012 to December 2012) production was 79 000 tonnes, all in 

grey iron engine blocks ranging from 130 kg to 410 kg in mass, with cylinder numbers ranging from 

four to twelve. Thus Atlantis Foundries makes a wide variety of engine blocks. After casting and 

fettling, all engine blocks are machined on site. Thereafter, depending on customer requirements, 

they are either painted or oil coated, then shipped. 

During the last 12 month period for which data was provided (July 2018 to June 2019) 

approximately 79 000 tonnes of engine blocks were sold. Thus from July 2018 to June 2019, 193 509 

blocks were cast. They were exported to Europe, Asia and the Americas.  

Current employment is 818. 

No matter what technology is used, melting of metals is energy intensive. Atlantis Foundries uses 

arc furnaces for melting its ferrous feedstock, therefore of the various challenges they are faced 

with, the cost of electricity is a prime one. 

http://www.atlantisfoundries.com/
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Access to quality scrap iron and steel is a particular challenge. The scrap needs to have no or little 

phosphorus and sulphur. It should preferably have no oil or galvanized coating as this leads to 

excessive fumes. The scrap should also be in sufficiently small pieces in order to maintain a 

minimum charge density in our furnaces. 

A much longer term challenge might be that many large automotive companies (including some 

who manufacture heavy vehicles with diesel engines) are active in development and 

implementation of electric propulsion – they seem to believe that is where the future of road 

transport lies. If this continues, then the market for castings of diesel engine blocks will decrease. 

 

1.3 Project Description 

Atlantis Foundries approached AIDC to assist them with identifying saving potential in their 

operations. AIDC, having worked closely with the NCPC-SA, initiated the discussion between 

Atlantis Foundry and the NCPC-SA which ultimately led to the RECP assessment.  

According to the report produced, the focus and objectives of the RECP assessment completed 

in July 2012 were energy and water savings. At the time the NCPC-SA classified Atlantis Foundries 

as part of the automotive sector (probably because it was and is a manufacturer of blocks for 

automotive internal combustion engines). 

Regarding timeframe, information received from Atlantis Foundries gave implementation dates for 

electrical energy savings projects from October 2013. During 2012 and 2013 two projects to limit 

maximum electrical demand (kVA) were implemented but these had no effect on the 

consumption of electrical energy (kWh) and a water saving project on three cooling towers was 

also implemented during 2013. 

  

2. THE ISSUE AND MAIN FINDINGS   

2.1 General  

The NCPC-SA linked this case study to a project to facilitate an application to SARS for a Section 

12L tax rebate due to energy savings achieved. Thus, this case study report will concentrate on 

energy savings, and it will be used as a background document by the M&V organization (see 

section 6.1 for details on SARS’s Section 12L). 

The RECP assessment was completed in July 2012 and was initiated because part of the contract 

between Atlantis Foundries and the AIDC was that an assessment should be conducted by the 

NCPC-SA. 

Monthly electricity consumption data provided for the development of the case study covered 

the period January 2012 to June 2019. Since the first energy (kWh) saving project was 

implemented in October 2013, the baseline period was taken as from January 2012 to December 

2012. 

 

2.2 Baseline Development - Consumption Patterns Prior to intervention(s) 
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Atlantis Foundries does not seem to have comprehensive sub-metering, therefore only a whole 

facility baseline and a baseline for the foundry alone could be produced. Further details are in the 

following sub-section. 

 

 

2.2.1 Scope and boundary 

Two sets of monthly electricity usage data were provided – whole facility and foundry alone. 

When compiling this case study report, both sets were analyzed. However, due to the link 

between the case study and the SARS Section 12L tax rebate application, only electrical energy 

(kWh) was considered (decreases in maximum demand and load shifting to reduce peak 

consumption are beyond the scope of SARS section 12L). 

 

2.2.2 Modeling the baseline 

Much time has elapsed since Atlantis Foundries’ RECP assessment was done, and a rather limited 

range of data was available for the case study. Nevertheless, the best possible baselines were 

produced. 

All baselines came from analysis of the data made available – due to the time lapse and the fact 

that several savings opportunities were implemented from the baseline period (January to 

December 2012) up until now and no useful measurements could be done whilst compiling the 

case study. 

Production (in the form of gross mass) was the only energy driver that could be considered. Given 

the nature of foundry process, mass produced is the only variable that could be relevant: 

• Almost all energy used by a foundry goes into melting the metal cast; energy usage by all 

other processes is much less. 

• Iron is cast at temperatures greater than 1000ºC, therefore: 

o Ambient temperature (and thus heating degree days) cannot have a significant effect 

on energy usage. 

o Similarly other thermal processes (e.g. drying of cores) consume much less energy than 

melting of iron, because they occur at lower temperatures and involve smaller masses. 

Since production data was provided, there was no need to consider the use of proxy variables. 

The results are shown in the following table and graphs. The nomenclature for the baseline models 

is: 

• MEE – monthly electrical energy usage in kWh 

• GMT – monthly mass of castings produced in tonnes 

In the P-Value column, the first value in each row is for the vertical intercept of the constant in the 

model, and the second is for the slope term in the model. 
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Table 1: Baseline Models 

 Baseline Model 
Regression 

Coefficient (R2) 
P-Value 

Significant 

F 

Standard 

Error 

Whole Facility MEE = 1381.2 x GMT + 3 599 916 0.6538 
0.075 & 

0.0015 
0.00145 1 989 098 

Foundry Only MEE = 1285.7 x GMT + 2 447 611 0.6765 
0.157 & 

0.00102 
0.00102 1 759 447 

 

The two outliners in both graphs (see the next page) are for January and December – the end of 

year maintenance shut-down falls into these months, which results in energy use not being well 

correlated with production. 
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Figure 1: Whole Facility Baseline – Electricity vs Production 

y = 1285.7x + 2E+06

R2 = 0.6765

0

2000000

4000000

6000000

8000000

10000000

12000000

14000000

0 2000 4000 6000 8000 10000

Monthly Production (tonnes)

F
o

u
n

d
ry

 O
n

ly
 M

o
n

th
ly

 U
s
a
g

e
 o

f 

E
le

c
tr

ic
a
l 

E
n

e
rg

y
 (

k
W

)

 
Figure 2: Foundry Only Baseline – Electricity vs Production 

2.2.3 Modeling Post-Implementation Electricity Usage 
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The same methodology as was applied to the baseline was applied to the post-implementation 

period (July 2018 to June 2019).  

The results are shown in the following table and graphs. As before, the nomenclature is: 

 MEE – monthly electrical energy usage in kWh 

 GMT – monthly mass of castings produced in tones 

In the P-Value column, the first value in each row is for the vertical intercept of the constant in the 

model, and the second is for the slope term in the model.   

 

Table 2: Post Implementation Models 

 Post Implementation Model 
Regression 

Coefficient (R2) 
P-Value 

Significant 

F 

Standard 

Error 

Whole Facility MEE = 1054.4 x GMT + 2 761 904 0.9748 
2.45 x 10-5 

& 2.4 x 10-9 
2.55 x 10-9 280 027 

Foundry Only MEE = 1285.7 x GMT + 2 393 834 0.8393 
0.0157 & 

0.0028 
2.83 X 10-5 636 985 

y = 1054.4x + 3E+06

R2 = 0.9748
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Figure 3: Whole Facility Post Implementation Model – Electricity vs Production 
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y = 881.98x + 2E+06

R2 = 0.8393
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Figure 4: Foundry Only Post Implementation Model – Electricity vs Production  

Comparison of the table and graphs in section 2.3.2 and those here shows that between the 

baseline period, and the last 12 months for which data was made available, Atlantis Foundries 

had achieved much better correlations between usage of electrical energy and production. This 

could be due to improvements in production processes – e.g. better quality control so that less 

scrap is made, which also decreases energy consumption. 

An alternative way of quantifying these improvements is by standard deviation of monthly 

intensities of electrical energy usage (Smaller standard deviation implies better correlation).For the 

baseline period these were 877 kWh/tonne for the whole facility and 745 kWh/tonne for the 

foundry only. For the last 12 months for which data was made available, the corresponding 

standard deviations in energy intensity were 160 kWh/tonne and 157 kWh/tonne. 

 

2.2.4 Assumptions 

No explicit assumptions were made, but there were a few implicit assumptions: 

• Both the electricity data and the production data are for the same time periods – e.g.  a 

calendar month (often electricity billing periods do not correspond to calendar months).  

• The design of the castings produced remained fixed during the baseline period – changes 

to the production mix could cause variations in the ratio of usable metal in a casting, to the 

amount of metal poured to make the casting. 

2.2.5 Model adjustments 

No adjustments were made. 

 

3. RECP IMPLEMENTATION  

3.1 Details of assessment carried out 

On-site work was on 31st May, 12th and 21st June 2012. 
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The assessment was carried out by Carbon & Energy Africa, which has since closed down. With 

the consent of the NCPC-SA project manager for the automotive sector, the assessment 

concentrated on the melting plant with a secondary focus on core making. 

 

3.2 Key findings of the assessment 

The assessment report did not contain overall findings or an overview of how Atlantis Foundries is 

doing with respect to clean and efficient production – back in 2012 the NCPC-SA requirements for 

RECP assessment reports had not yet developed to the levels that are now at. 

The savings opportunities identified from the RECP assessment are summarized below: 

 
Figure 5: RECP Assessment Report Potential Savings 

 

4 HIGHLIGHTS OF THE INTERVENTIONS  

4.1 Interventions implemented  

Atlantis Foundries successfully implemented the energy and water savings projects shown in the 

following table. One project (INT7) was trialed but discontinued because it had an undesirable 

effect on production. 

Table 3: Overview of Implemented Savings Opportunities 

Atlantis 

Foundries 

project 

number 

Description 
Implementation 

Date 

INT1 

Control system to limit maximum electrical demand. If maximum demand in any half hour 

period seems likely to exceed the set amount, the control system decreases the power 

being supplied to the melting furnaces. 

First half of 2012 

INT2 
Upgrade power factor correction equipment by repairing defecting units and installing 

new ones. 

On-going since 

2013 

INT3 
Cooling towers (three of) – drift eliminators fitted to reduce water loss due to water 

droplets being sucked up by the fan and then blown out of the cooling tower. 
First half of 2013 

INT4 
Upgrade lights to LEDs – the old inefficient ones were mostly fluorescents and mercury 

vapour types. 
October 2013 

INT5 & INT6 
VSDs fitted to four large fan motors on dust extraction systems. By optimizing fan speeds, 

the power drawn by the motors driving the fans is reduced.  
December 2017 
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Atlantis 

Foundries 

project 

number 

Description 
Implementation 

Date 

INT8 

Active control of harmonics on power supplied to melting furnaces. Harmonic filtration 

does not reduce power draw but it is beneficial because it prolongs the life of nearby 

equipment.   

July 2019 

INT9, INT10 

& INT11 
Improved control of water supply and fan operation on three cooling towers. 

December 

2016, 

November 2017 

and August 

2018. 

Two other implemented savings projects were: 

• A sand reclamation plant. It enables reclamation of some of the silica sand, but especially 

the chrome sand. This leads to a reduction in the purchasing of silica and chrome sand. 

Also because there is now less waste, disposal expenses have been decreased. 

• A curing machine. When mixing a particular sand recipe, it sometimes happens that the 

batch comes out bad. It cannot be used in a machine and because it’s mixed with resin 

and is therefore classed as a hazardous substance, disposal is costly. Curing makes the 

sand non-hazardous. Thus, the curing machine deals with bad batches and then these are 

sent to the reclamation plant for crushing and reclamation. 

 

4.2 Savings determination  

The best available figures for savings are listed in the following table.  It seems as if Atlantis 

Foundries did not do any measurements to quantify savings. Thus, all the figures in the table are 

estimates. In most cases these estimates were calculated by the suppliers of the equipment 

installed. However there were two exceptions: 

• For the installation of drift eliminators on the cooling towers (INT3), the savings were 

calculated by the consultants (Carbon & Energy Africa) who did the RECP assessment at 

Atlantis Foundries in 2012. 

• For the lighting upgrade (INT4), two figures were made available by Atlantis Foundries – one 

from the lighting supplier and one from the Eskom Standard Product spreadsheet.  Eskom’s 

figures were inserted into the table because they are possibly more accurate than the 

estimate provided by the lighting contractor. 

Cumulative water and energy savings are from the implementation dates provided by Atlantis 

Foundries to October 2019. A straight line calculation method was applied – i.e. cumulative 

savings = time since implementation in years x annual savings. Time lapses were calculated to the 

nearest month. These are in the following table, project by project. Thereafter graphs show the 

combined, cumulative annual electrical energy and water savings. 

Table 4: Quantitative Summary of Implemented Savings Opportunities 
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From the previous table, non energy benefits of these implemented savings measures include: 

• Reduction in water usage (very important, given the recent water scarcity in Cape Town 

Metro). 

• Decreases in maximum demand, and increases in power factor. 

• Improved power quality. 

• Financial savings. 

 

Cumulative savings as shown in the following were produced from the trendline equations for the 

baselines (whole facility and foundry only) and the actual usages of electrical energy.  In both 

graphs the blue line running diagonally from top left to bottom right is the cumulative savings 

while the baseline goes horizontally from zero on the vertical axes.  

Energy uses/users 
Energy 

sources 
Intervention 

Utility saving  

Period 

Savings 

(ZAR/year) 

Utility 

saving 

(Units) 

GJ  

GHG 

Emission 

Reduction 

(tonnes 

CO2/year) 

Furnaces Electricity 

Control system to limit 

maximum electrical demand. If 

maximum demand in any half 

hour period seems likely to 

exceed the set amount, the 

control system decreases the 

power being supplied to the 

melting furnaces. 

Since first half of 

2012 

50 587 821 133 015 38 519 

Power Factor Electricity 

Upgrade power factor 

correction equipment by 

repairing defecting units and 

installing new ones. 

On-going since 

2013 

Cooling Towers Electricity 

Cooling towers (three of) – drift 

eliminators fitted to reduce 

water loss due to water 

droplets being sucked up by 

the fan and then blown out of 

the cooling tower. 

Since first half of 

2013 

Lighting Electricity 

Upgrade lights to LEDs – the old 

inefficient ones were mostly 

fluorescents and mercury 

vapour types. 

Since October 

2013 

Dust Extraction Electricity 

VSDs fitted to four large fan 

motors on dust extraction 

systems. By optimizing fan 

speeds, the power drawn by 

the motors driving the fans is 

reduced.  

Since December 

2017 

Power Quality Electricity 

Active control of harmonics on 

power supplied to melting 

furnaces. Harmonic filtration 

does not reduce power draw 

but it is beneficial because it 

prolongs the life of nearby 

equipment.   

Since July 2019 

Cooling Towers Electricity 

Improved control of water 

supply and fan operation on 

three cooling towers. 

December 2016, 

November 2017 

and August 2018. 

TOTAL 50 587 821 133 015 38 519 
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Figure 6: Whole Facility – CUSUM of Actual Minus Expected Usage of Electrical Energy 

 

 
Figure 7: Foundry Only – CUSUM of Actual Minus Expected Usage of Electrical Energy 

During the baseline period (2012), Atlantis Foundries’ average electrical energy intensities were: 

• Whole facility – 2 048 kWh / tonne of production. 

• Foundry only – 1 739 kWh / tonne of production. 

During the most recent 12 months for which data were provided (July 2018 to June 2019), Atlantis 

Foundries average electrical energy intensities were: 

Baseline 

 

Baseline 
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• Whole facility – 1 460 kWh / tonne of production 

• Foundry only – 1 246 kWh / tonne of production. 

Thus, it is clear that Atlantis Foundries has become more energy efficient. In fact, despite 

production having increased from the baseline period to mid 2019, their electricity bills would also 

have shown a significant reduction in energy consumption. 

Comparison of SECs with those for similar factories and with local or international benchmarks can 

be useful. For iron foundries a number of published studies are available. At best they can be 

cautiously compared the foundry only SEC for Atlantis Foundries – 1 246 kWh / tone of production 

(see two paragraphs pervious). 

However those with comparable SECs all focus on the melting process and therefore give the SEC 

in units of kWh/tonne of metal melted.  However, the mass of metal melted or cast is much 

greater than the mass of sellable castings.  The SECs for Atlantis Foundries are per unit castings 

sold. 

In a sand casting foundry like that at Atlantis, about 40 % of the metal melted is not a usable part 

of a casting but it is necessary due to the nature of sand casting. This 40 % (approx.) is removed 

during fetting and remelted.  

Another important factor is the feedstock available to the foundry. Atlantis Foundries has to melt 

mostly steel in its furnaces because almost no scrap iron is available locally. A foundry that is able 

to use scrap iron rather than scrap steel as a feedstock will have a lower SEC because iron melts 

at a significantly lower temperature than steel, therefore less energy is need to melt it. 

Finally, even the most comparable data from Atlantis Foundries is for the entire foundry part of 

their operation, not for the furnaces only. Although the furnaces are by far the largest energy users 

in the foundry, they are not the only energy users there. 

Published SECs for melting only in iron foundries with induction furnaces range from 600  

kWh/tonne of metal melted to 926 kWh/tonne of metal melted (The sources of these figures are 

listed in the appendix at the end of this report). 

The previous paragraphs explain a great deal, but maybe not all of the difference between the 

SECs for Atlantis Foundries and the published figures. 

An alternative, graphical way of showing the improvement is in the following graphs. For both: 

• The blue diamonds and their trendline are the baseline (January 2012 to December 2012), 

before any projects to reduce usage of electrical energy were implemented. 

• The green blocks and their trendline are the post-implementation trend (July 2018 to June 

2019). 

Comparison shows clearly that implementation of the savings projects resulted in the whole facility 

and foundry only trendlines moving closer to zero. 
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Figure 8: Whole Facility Trendline Comparison   
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Figure 9: Foundry Only Trendline Comparison   

4.3 Resource use implications  

In the following table: 

• Financials are for the year in which the project were implemented, with the addition (if 

necessary) not taking the time value of money into account. 

• As stipulated by the NCPC-SA, the carbon dioxide emissions reduction factor was taken as 

1.0425 kg CO2/kWh = 1.0425 tonnes CO2/MWh.  
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• All energy savings were in the form of electricity. No material savings were reported, nor 

any reduction in waste produced.  

• Projects INT5 and INT6 on the dust extraction systems were done on a shared savings basis – 

i.e. off Atlantis Foundries CapEx budgets because the contractor was paid for the 

equipment installed out of the financial savings achieved.  

Table 5: Expanded Quantitative Summary of Implemented Projects 

Resource Intervention 
Annual Utility 
saving (Units) 

Investment 
(ZAR) 

Savings 
(ZAR/year) 

Payback 
(years) 

Period 
 

GHG Emission 
Reduction  

(tonnes CO2e/yr) 

Water Various – 
see table 3 

4 930 kL 52 550 56 350 0.93 From 2012 
onwards 

0 

Energy 3 203 784 kWh 2 241 653 12 352 557 0.18 3 464 

Investment amounts in the table are sums of Atlantis Foundries’ CapEx on the relevant projects, 

without any adjustment for inflation. Assuming that the cost of the equipment installed escalates 

at 6 % annually, the value of the investments in 2019 Rands to achieve the savings would be 

approximately: 

• Water – R 76 747 

• Electrical energy – R 2 842 559 

 

5 BENEFITS AND LESSONS LEARNED  

5.1 Impacts 

No specific information was provided on other impacts (e.g. gender profile, staff morale and 

product quality), but it is certain that: 

• Implementation of the savings projects helped Atlantis Foundries to increase their 

competitiveness and thereby increase production. 

• There was a positive effect on employment, either in the form of job retention or as job 

creation at Atlantis Foundries. These positive effects on direct employment would have 

produced positive effects on indirect employment. 

• Increased employment or retained employment would also have produced socio-

economic benefits, both locally in Atlantis and further away. 

 

5.2 Challenges  

All challenges that arose during the implementation of the projects described in this report were 

overcome.  

6 FUTURE INTERVENTION / PLANS 

6.1 Any future plans 

Atlantis Foundries is currently busy routing more waste streams (from the shotblast and moldline 

areas) to their sand reclamation plant. 
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Only one other future plan was disclosed – to install 80 to 120 kW of PV (photovoltaic) panels on 

the roof of their soon to be revamped admin building. 

As far as possible, Atlantis Foundries would like to get SARS Section 12L tax rebates for the energy 

savings they have achieved. 

It must be noted that: 

• SARS Section 12L makes provision for tax rebates, not cash payments. Thus, if Atlantis 

Foundries is not declaring enough taxable income (and company tax) to SARS, any rebate 

will only become applicable when their tax liability is greater than the rebate. 

• The lighting upgrade (Atlantis Foundries project INT4) which seems to have resulted in 

payment of an Eskom Standard Product energy efficiency subsidy may have to be 

excluded from the SARS section 12L application because a general rule of such incentive / 

rebate programmes is that ‘double dipping’ (payment of more than one incentive for a 

single intervention) is not allowed. 

Since the rebate comes from state funds, it requires an audit of energy savings. For the audit, 

acceptable proof of savings has to be available. This is often the biggest challenge – especially 

when some time has elapsed since implementation of the savings opportunity.  

These audits must be done by accredited, independent, impartial M&V (measurement and 

verification) organization, of which there are about eight in South Africa (the author of this report is 

not one of them). The results of the audit go to SANEDI (South African National Energy 

Development Institute).  

In brief, the application process will be: 

• Atlantis Foundries agrees on a scope of work and payment terms with an accredited M&V 

organization (The NCPC-SA does not pay for SARS Section 12L tax rebate applications). 

• Atlantis Foundries appoints the M&V organization.  

• The M&V organization registers the project/s with SANEDI. 

• The M&V organization determines Atlantis Foundries’ annual electrical energy usage for the 

12 month period before implementation of any of energy savings measures. They 

document their calculation in a baseline report and send it to SANEDI. 

• SANEDI scrutinizes the baseline report, and either accepts it, asks for revisions or rejects it. 

• If / when SANEDI accepts the baseline report, the M&V organization will determine the 

savings (i.e. the reduction in annual energy usage). They document their findings in a post 

implementation report, and send it to SANEDI. 

• SANEDI scrutinizes the post implementation report, and either accepts it, asks for revisions or 

rejects it. 

• If / when SANEDI accepts the post implementation report, they will issue an energy (kWh) 

savings certificate to SARS. 

• SARS then calculates the tax rebate, in Rands, and communicates this to Atlantis Foundries. 
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6.2 Conclusions  

Although Atlantis Foundries has significantly increased production since 2012, at the same time it 

has reduced usage of electrical energy. Thus, considering their entire facility, their efforts have led 

to a 28.7 % decrease in the amount of electricity needed per unit mass of production. 

Since, in the long term, there may be a reduction in the demand for engine blocks (see section 

1.2) Atlantis Foundries may want to consider finding alternative markets for the kind of complex 

ferrous castings that they are good at producing. The author of this report has some ideas on this, 

and is willing, on a confidential basis, to discuss these with Atlantis Foundries. 
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