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Dear Members,
On behalf of our members I would like to thank Colleen Payne very much for her many years of outstanding service to our Branch. I would also like to extend a warm welcome to Kay Webb who is taking over Colleen’s position.

THIS MONTHS ACTIVITY
Time and date:
 7.30pm TUESDAY 9th June 2009 

Venue:
Imagitech Theater CPIT. Please see map below. 

Speaker: 
David Beach from Neptune Power Limited

Topic:

Generating electricity using marine currents.

Neptune Power is investigating using a New Zealand made turbine for the generation of electricity using marine currents.  A suitable test site has been identified.  
ALL WELCOME
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NZEI CANTERBURY BRANCH MAY 2009 MONTHLY MEETING

Nineteen people attended our May 2009 Monthly meeting which was held at A W Frasers factory in Lunns Road. Glynn Babbington from Dunedin (NZEI Council) was a surprise visitor as was retired member Eddie Klok and his son Ron.

 Our host for the evening Gary Gibb the Compliance and Development Manager meet us out front and apologized for having to let us in through locked security gates but the high price of copper has brought about increased security. Once inside we were issued with safety glasses and given a safety briefing followed by a detailed history of company starting with its origins in Tuam Street in the central city about 1939.

Archibald William Fraser started the firm and it survived as a family owned concern with the inclusions of his sons Malcolm and Bruce until 1974 when it was brought out by McKechnie Metals. Following this ownership passed to various international investment groups until it was finally brought out by a group formed by the current management and they still own it as a 100% privately owned NZ Company.

  The foundry was moved to Lunns Rd in 1967 to get it out of the city and has moved from sand casting to brass extrusion and continuous casting. The sand casting equipment has passed to C W Hamilton.

Gary led the group through the facility in a logic fashion starting with batching facility where each furnace load is carefully assembled. Each load is a precise blend of metals to meet the customer’s requirements. Starting with various grades of scrap copper crushed into billets solid and large enough to react correctly within the induction furnaces and added to this the extra metals that change soft copper into engineering bronze’s and brass’s which can be as hard as steel but far more wear resistant. 

 In production that night were “J” section wear plates for a world renowned earthworks machine maker in America. When each batch is melted and ready a sample is tested, and only if correct, it is added to the crucible feeding the continuous molding machine. This crucible is keep replenished and heated to the correct temperature and the machine slowly draws the shaped bar out through a graphite die in the bottom and as it cools it is cut to length with a flying saw and stacked for final machining. This machine will run night and day until the order is complete and then it will be re-died for the next order. 

 Tucked in beside the foundry hall is the small but vital test lab where every batch melted is tested before use. Using mostly scrap copper and re-melting all of their own waste gives imprecise results, so testing and adjusting each batch is a vital part of the operation. A polished disc of the metal is tested in a state-of-the-art 2008 model ARL spectrum analyzer. This is an optical emission spectrometer where a spot of the polished sample is vaporized with a powerful electric arc within a vacuum and as each element gives off a signature wavelength the light captured by a series of photo multipliers following a prism when measured gives an accurate record of all the more than 20 elements of interest in the copper alloy craft.

 Although loosely referred to as bronze or brass Frasers manufacture to order more than 70 different alloys within these groups and the production methods and heat treatment further change the final materials properties.

 Proudly displayed are posters from many world renowned international companies that rely on Frasers for precision components large and small and the job sheets that record every stage of a components manufacture from birth to dispatch made interesting reading but Gary asked that we respect their customer’s privacy.

 Although foundry operation is always a potentially dirty Frasers are justly proud of their environmental record. Exhaust air and gas is filtered to maintained emissions at less than 1mg per m3 and 19% of the sites million dollar energy consumption is used for environmental filtering. Water is also carefully conserved and recycled where possible which keeps water usage to 1500m3 per week.

Another success story is the new air compressor which uses inverter technology to run at the right speed to just replace the compressed air as needed resulting in a $30,000 annual saving.

 Following on from the foundry we passed through a conventional machine shop where basic machining takes the raw castings and produces the uniform blanks ready for CNC machining. The CNC machining is all done within a bright modern facility where rows of expensive machines take the metal blanks, complete the final machining behind Perspex windows sprayed over with cutting fluid to mask operations from curious eyes and tirelessly pass out and stack gleaming finished products.

 The CNC section is in two sections, the second of which is temperature controlled. Such is the accuracy required for some components that even small changes in room temperature are enough to cause un-acceptable tolerance changes! 

 As we exited the CNC machine hall we stopped briefly in the test room where a ruby tipped Coordinate Measurement Machine with accuracy to 4 microns was busy measuring product samples. Each new line is tested for compliance and continuously sample tests are made until each order is completed.

A section of the factory was not in use for our night visit but as we passed through it Gary described the operation of the heat treating processes that some bronze components undergo here. This section also houses the behemoth 1000 ton hydraulic press and the cold working equipment used for making the brass extrusions that are still supplied as blanks to engineer’s world wide.

 One of the many strengths of this tiny New Zealand Company working in the world engineering market is the strength of their Quality Systems. A W Frasers were ISO 9001 certified almost before the rest of NZ had even heard of it and with this quality assurance and a little kiwi can do mentality they have survived in what is one of the world toughest markets.

Products range from basic brass extrusions to bronze bushes (from tiny to huge) and include things as diverse as components for large water valves, gear blanks and thrust washers.

 The company is also flexible and can quickly adapt to modest runs of components (100’s) while still backed by a world class quality assurance systems.

 Quote from the company web site which is very extensive (see link at end of article) 

“Renowned and certified quality, competitive pricing and unmatched service”

 At the conclusion of the evening Gary answered questions over light refreshment and a vote of thanks was carried by acclimation.

Some parts of this article have been copied from the Frasers web site. 

Malcolm Teasdale

Links.

http://www.awfraser.co.nz/
http://www.eecabusiness.govt.nz/eib/case-studies/documents/awfraser-foundry-08.pdf.

http://www.aboutus.org/Awfraser.co.nz
http://www.copper.org/about/contact.html
http://en.wikipedia.org/wiki/Copper_alloys
TEASDALE FAMILY HISTORY RECORDED.

My Grandfather George William Teasdale left Wakefield as a four year old in the mid 1880’s with his family after his father was blacklisted by the Yorkshire Coalmine owners for giving evidence against them following a serious disaster.

 They travelled to Tasmania where Thomas had a job and housing for his growing family as the gatekeeper on a large estate. The details are lost in the mists of time but I assume that it was an assisted immigration and he would have had to remain in the position for a set period before he was free to move on. 

 Thomas was an experienced coal miner and a keen student of geology and a few years later he was again working in mines. Records are sparse but he worked at various times in mines in Australia, Tasmania and New Zealand. He also worked for the Tasmanian government surveying for possible coal and mineral deposits in remote parts of the state. As a school boy grandfather George sometimes accompanied his father on these expeditions and there are harrowing stories of him being lowered over cliffs on long ropes to obtain samples of coal from the exposed seams below and a tiny scrap from his diary in verse from when he was chief cook in the surveyors bush camp.

 As a young man he naturally followed his father underground but conditions within the Australian coalmining industry were little better than in the UK except for the exclusion of women and children underground.

 Eventually conditions in one mine become intolerable and George Teasdale and his workmates formed a union and lobbied the owners for better conditions.

 This failed and they promptly went on strike. Unfortunately times were hard and jobs very hard to get so the mine owners easily mustered a crew of strike breakers who infamously became known as scabs to take over the working of the mine and the strike was broken. As was the way of the world in those days the fledgling union stood on its own and were shunned by all when the strike was broken and its members blacklisted by the countries employers. 

 Desperate times call for desperate measures and the men passed the hat around and collected all their meagre savings which amounted to a single fare to New Zealand. They then elected one member to go and work in a New Zealand mine and save and remit the money to bring the brothers to New Zealand. George Teasdale was elected by drawing the short straw or maybe because he had already worked in New Zealand, anyway he came to New Zealand and worked in the Westcoast mines, saved carefully and remitted the monies to Australia to bring his cohorts to New Zealand.

 These men brought their ideals with them and were responsible for forming the Miners Union and Labour Party in New Zealand. They included Paddy Webb a life long family friend. The other names are lost and as some of them moved on to become politicians the history of their assisted arrival from Australia has been glossed over. 

Whilst working at Waiuta George meet and courted my Grandmother Annie Robertson Douglas who worked as a waitress in the boarding house there but that is another story as is her childhood at Barrytown.

Malcolm Teasdale

http://en.wikipedia.org/wiki/Paddy_Webb
http://www.dnzb.govt.nz/DNZB/alt_essayBody.asp?essayID=3W5 

SUBSCRIPTIONS

This years subscriptions are now overdue. Thank you if you have already paid, if not would you please pay promptly. Thanks.

ABBREVIATED INFORMATION FROM THE MAY 2009 NZEI NATIONAL NEWSLETTER
NZEI Half-Yearly Meeting Wellington on Friday 14th August & Saturday 25th August 2009.  The location of the meeting will be the Quality Hotel on Thorndon (previously known as the Sharella). 
The Council meeting is currently scheduled to commence at 11.00 am sharp Friday, with guest speaker(s) (EWRB and ES only), lunch, then continue meeting in the afternoon, Dinner, and if required, continue for a short period on Friday evening.  Overnight stay, then re-commence meeting around 8.30 am, lunch and continue to early afternoon, say with a 2-3 pm finish.  These times should allow for same day travel to Wellington on the Friday and a same day return home on Saturday afternoon. If you wish to book accommodation please contact the Secretary Alan Cuthbert in the next few days.
The NZ Electrical Institute Inc. and Schneider-Electric Award, We pass on our congratulations to Matthew Connell for achieving the top aggregate score of a candidate under training for the EWRB Theory and Regulations Exams for the year 2008
Electrical workers Practising Licences are due to expire on the 30th of June 2009, and for advice see the Department of Building and Housings website link (but remember your refresher course and CPR training have to be up to date)

Electricity Safety Regulations and Standards update Well there is not much to report. We believe that an announcement should happen very soon, and hopefully there may be chance to comment further (the Institute s submissions so far have been considered and we believe influentially). There will be roadshows at some stage following the enactment of the new regs, and hence citing of the Standards in their entirety. This will make the Standards a must have document. Things have gone publicly quiet so I suspect there is preparation to get things finalized underway. Do read the NZEI article in the next due edition of the free Electrical + Automation magazine where Alan Cuthbert will update us.
Future energy exploration for NZ.Gerry Brownlee and Peter Dunne announced in the 2009 budget, a 5-year continuation of tax exemption to encourage and enhance offshore oil and gas exploration. 
The current exemption from tax on the profits of non-resident operators of offshore rigs and seismic vessels was introduced in 2004 and was to expire on 31 December 2009. With the international exploration industry showing increasing interest in New Zealand the government will be extending the exemption until 31 December 2014 to further encourage exploration of New Zealand s offshore hydrocarbon basins. The past five years have seen the number of non-resident offshore rigs operating in New Zealand more than double; the number of offshore wells drilled has increased from 12 wells in the period between 2000-2005 to 62 wells in the period since 2006. Offshore gas reserves have increased by 364 PJs from 2005 to 2008, with notable reserve upgrades at Maui and Pohokura. The ministers have explained that New Zealand is distant from other countries with petroleum programmes, and the cost of sending rigs and seismic vessels to New Zealand is high. Before the exemption, non-resident offshore rig operators and seismic vessels had tended to stay in New Zealand for a period of less than 183 days, even if further exploration had been desirable beyond the 183 day window. Different rigs were then required to be brought to New Zealand to complete the work, causing extra mobilisation and demobilisation costs. This also disrupted sensible exploration and development programmes.
The Energy and Resources Minister, Gerry Brownlee has applauded the approval of the new power cable link for Auckland and Northland.
The failure of the Pole 2 link was with a transformer at Benmore. Pole 1 was shutdown in late 2007 following specialist insurance advice. Gerry Brownlee commented that National was saying for a number of years while in opposition that there's been a lack of investment in our electricity grid. Transpower has a project underway to replace the 43-year-old Pole 1 but the work won't be completed until 2012.
JULY MEETING

Please note that this is our next months meeting. Please note this on your calendar just in case there is a hiccup with our next newsletter. (Very unlikely).  
Visit to Wyma Engineering (NZ) Ltd  27 Foremans Road, Hornby Christchurch, on Tuesday 14th July at 7.30pm
THIS MONTHS THOUGHT
There are three types of people on this planet. Those who can count and those who can not.
Looking forward to seeing you on Tuesday 9th June  Cheers Starr.









