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FNT-BIZ-D/01 - Joint Venture / Private Equity Partner required for Industrial Solders & Aluminium Alloy Ingots Company in Chennai, Tamil Nadu
Date: January 31, 2008
It is a 23year old ISO 9001:2000 company engaged in the manufacture of Aluminium Alloy Ingots, Aluminium / Zinc Castings, Aluminium Extrusions / Profiles, Solders, Fluxes, etc., in the SME segment.

The present turnover is Rs.15crore, with a projection of Rs.30crore for the year 2008-09 with the existing facility.        

 

They are now looking for a prospective Joint Venture Partner / Private Equity Partner to augment the existing facilities and working capital requirements, since their core business activity revolves around automobile components/construction industry, which is extremely doing well. 

In this connection they require an amount of Rs.12crore towards Joint Venture from genuinely interested parties. They are also open to private/public equity. 
INTRODUCTION
The company was incorporated in 1995 with the main aim of starting a manufacturing unit of Industrial Solders and Aluminum alloys. Mr. T.R.Viswanathan and S.Swaminathan and others promoted this company. 

Promoters started the business of Industrial solders as a proprietary concern in the year 1985 later they converted in to Private limited company and has own manufacturing facilities at 3 locations.   

The company is producing the following major products i.e. Aluminium Alloys Ingots, Aluminium Profiles, Aluminium Castings and Aluminium Machined Components.  

The above products are used in the auto component Industry, construction industry and bus body building units of mostly state government transport corporations. 

PROMOTERS
Mr. T.R.Viswanathan is a science graduate with PG Master in Business Management from Annamalai University. Mr. T.R.Viswanathan is a very resourceful person and possesses excellent personal attributes of character and integrity, besides being highly philanthropic in outlook. 
Mr. S.Swaminathan   is a Commerce graduate from Madras University. He is associated with this company from the day of inception.

ORGANISATIONAL CHART
	The Management

	
	Name
	Qualification
	Years of Experience
	Experience in projects

	Managing Director
	TR.Viswanathan
	MBA
	28 years
	25 years

	Director
	S.Swaminathan
	B.Com
	20 years
	20 years

	Vertical Head
	Gayathri Viswanathan
	B.E
	2 years
	1.5 years

	Project Lead
	N.Sasikanth
	B.Tech
	3 years
	2.5 years

	Chief HR
	Bhooma Viswanathan
	M.Sc, M.Phil
	20 years
	20 years


PROJECT
Presently Unit–I is producing various Aluminum Alloys and Zinc alloys. Now company has shifted the above activities to Unit–III.  Company has planned to produce casting and related activities like machining in Unit–I. Company wants to launch new product range like permanent mould casting, low pressure die casting, high pressure die casting and machining of the casting produce in house to increase the value addition and the proposed machinery and investment.
Presently Unit–II is producing Solders and Aluminium Extruded profiles. Company has already installed DC Casting systems.   

The company purchased Unit–III in the year 2006. Unit–III consists of 17300 Sq.ft. land and 6000 Sq.ft. industrial shed. Presently company has started the following activities: Aluminum alloys, zinc-based alloys in the existing premises. Company constructed new industrial shed to the extent 6000 sq.ft. adjacent to the existing shed and installed the higher capacity extrusion press at new premises with all other machineries 
LOCATION

Location of the units is crucial and critical part for any industry and it will have major impact on the success of the industry. Factors such as availability of raw material, proximity to the centers of consumption, other infrastructures like skilled labour, transport, power and fuel, water, etc. 

The promoters have taken into consideration all the above-cited factors into consideration before deciding to set up the units in Chennai, which has all the location advantages like infrastructure. Chennai city is having seaport with daily service to various global destinations. Chennai is well connected by road, train and air with major Indian cities. 

Availability of skilled man power and experienced manager are plenty because of these advantage global auto majors like Ford, Hyundai and BMW have put up their manufacturing shops. Due to this, demand of auto components have tremendously increased. The proposed industrial Units-II & III are located at SIDCO industrial estate, very close to Hyundai plant.  

MANUFACTURING PROCESS
A) SAND CASTINGS 
1. Pattern is to be developed for the casting to be manufactured either out of quality wood or aluminium depending upon the volume to be produced. 

2. The Moulding sand is to be sieved to remove coarse particles / foreign objects 

3. Mix minimum quantity of water to the sand to ensure effective bonding. 

4. Position the pattern in the cope box (The Moulding box consists of a pair namely Cope and Drag) 

5. Fill the box with sufficient wet sand and ram well 

6. Reverse the Cope Box and clean any loose sand if it has fallen 

7. Position the Drag Box Over it and provide runner path and riser arrangement as required for the particular casting 

8. Open the drag box and dress the cavity after removing the pattern carefully from the cavity. 

9. Close both the boxes in the right orientation as per the pre-identification marked with either chalk piece or permanent marker 

10. Aluminum alloy is to be melted simultaneously and cleaned well with the fluxes 

11. Pour enough molten metal into the mould after ensuring the cavities are dry or else warm them with LPG torch. 

12. After solidification, the sand is to be loosened to release the casting 

13. Cut the runner and riser without damaging the casting profile 

14. Smoothly file the casting all round to improve their look. 

B) Permanent Mould casting

1. Aluminum alloy is to be melted and cleaned well with the fluxes 

2. The molten metal temperature is to be maintained 720 deg centigrade within +/- 5deg. 

3. The die is to be cleaned with steel wool and to be pre-heated 

4. Ensure that the air vent plugs are cleaned daily at the beginning of the shift 

5. Spray the recommended die coat and continue the heating to ensure that the die temperature is maintained between 250-300 deg centigrade 

6. Pour the required volume of molten metal into the die cavity 

7. Allow 2-3 minutes time for solidification and then release the casting. 

8. Check for any visual defect such as shrinkage or misrun 

9. If so, take suitable corrective action before pouring the next piece. 

10. After the solidification, casting may be taken out and kept on a flat table for 15 minutes till it becomes fully solid 

11. Cut the runner and riser in a band saw machine without damaging the casting profile 

12. Smoothly file the casting all round to improve their look. 

C) Die-Casting
1. Load the concerned die on the PDC machine and switch on the die heating 

2. Ensure the proper alignment between two halves of the die 

3. Aluminum alloy is to be melted and cleaned well with the fluxes 

4. The molten metal temperature is to be maintained 680 deg centigrade within +/- 5degree. 

5. The die is to be cleaned with steel wool and before pre-heating 

6. Ensure that the air vent plugs are cleaned daily at the beginning of the shift 

7. Spray the recommended die coat and continue the heating to ensure that the die temperature is maintained between 250-300 deg centigrade 

8. Take sufficient molten metal in the ladle and pour it into the die 

9. The ladle is to be positioned on top of the furnace to ensure that it is warm 

10. The casting is to be ejected and at the beginning of each shift, the same casting is to be machined to confirm its soundness. 

11. Or else corrective action is to be taken before bulk production. 

12. Cut the runner and riser in a band saw machine without damaging the casting profile 

13. Smoothly file the casting all round to improve their look. 

D) Forging
1. Load the concerned die on the Forge machine and switch on the die heating 

2. Adjust the stroke and tonnage of the forge as recommended for the component.

3. Ensure the proper alignment between two halves of the die.

4. Stuff the forging blanks into the heating furnace to ensure that the blank’s temperature is maintained between 420-430 deg centigrade.

5. Place the heated blank over the bottom cavity ensuring proper seating.

6. Apply the pre-set load by bringing down the top die.

7. Release the component and trim the flash if any. 

8. Send the same pre-formed blank to next stage if planned 

PRODUCTION - Production Details for the last Three Years and proposed:

                  Production   Last Three Years Production    Next Three Years 
	Products
	2003-04
	2004-05
	2005-06
	2006-07
	2007-08
	2008-09

	Alloys
	417 MT
	835 MT
	1035MT
	1500MT
	2400MT
	3600 MT

	Profiles
	13.5MT
	82 MT
	178 MT
	250 MT
	1200 MT
	2400 MT

	Solders
	40 MT
	15 MT
	5.4 MT
	10 MT
	20 MT
	30 MT

	Castings
	 
	 
	 
	100 MT
	600 MT
	1200 MT


PRODUCTION CAPACITY         Existing Capacity /Month                      

	Products
	Installed Capacity
	Utilized Capacity
	Proposed Capacity / Month

	Alloys
	450 MT
	150 MT
	600 MT

	Profiles
	30 MT
	30 MT
	250 MT

	Solders
	20 MT
	10 MT
	20 MT

	Castings
	0
	0
	100 MT


PLANT & MACHINERY
The existing units have the following machinery like 375 ton extrusion press, 4 & 2 ton capacity rotary furnace for making alloys, 2 crucible type furnaces to manufacture billet/ casting. Company has a well established laboratory set up equipped with state of the art CCD Technology based optical emission spectrometer. Company has got 5HP air Compressor, 20 KVA & 62.5 KVA Generators.  

The company has added additional machinery like 700MT Press + Installation, Billet Cutting Machine, Billet Heater, Ageing Oven, Finish Cutting, Nitriding Furnace, Air Compressor, Bale Out Furnace. 

RAW MATERIAL

The basic raw material required for the manufacture of Aluminum alloys and profiles are a) Virgin (pure) Aluminium b) Alloying elements such as copper, silicon, magnesium, manganese etc.  c) aluminum Scrap.  

Casting requires various aluminum alloy ingots.
The promoters have an excellent rapport with all the suppliers of raw materials over the past two decades and enjoy enormous goodwill, hence they have no problems whatsoever in the procurement of raw materials at any point of time.
Raw material requirement and price 

	Sr.No.
	Particulars
	Quantity in MT
	

	1.
	Virgin (Pure) Aluminum
	750
	

	2.
	Alloying elements
	180
	

	3.
	Aluminum Scrap
	650*
	


Note1: - * 5% melting loss is considered.
Note2: - Excise duty raw material and finished product @16%.
POWER
At all the premises, already an existing connected load of 300 HP under LT supply is available, which is sufficient for the existing machinery and its operations.
To take care of the power cut, already an existing Diesel Generator of 20 KVA and 62.5 KVA capacity is installed at the premises. Company is planning install 2 diesel generator of 125 KVA each.
WATER - Apart from the normal supply of water from the Board, bore well available in all units.

FUEL - The units are presently running on LPG.
MANPOWER 

Company is already having manpower of 40 persons of skilled and un-skilled. Company is planning to appoint a work force of about 30 persons at various levels, including skilled and unskilled, which are sufficient to produce the estimated and future production.  

MARKET 

Aluminium Alloy is a growing market as more aluminium is being incorporated in cars especially as environmental legislation calls for more efficient vehicles. The use of aluminium alloy instead of steels provides a significant weight advantage. In addition, by alloying aluminium with other metals, the alloys can be finely tuned for specific applications. The LME brands are those used widely in the auto industries. There are over 100 grades of aluminium alloy, some of which are produced specifically for a particular semi-manufacturer. Demand has picked up on two accounts, firstly as the number of cars produced grows, especially with strong demand from Asia, and secondly as more aluminium is used per vehicle.  


 
In the present industrial scenario aluminium and its alloys play a major role in a lot of industrial sectors like construction, automobile, transport, aviation, defense, construction and various other sectors? 

Applications of Aluminium and its Alloys in the Automobile, Defense and Aviation Sectors - Aluminium alloy is used extensively in the auto industry and as more aluminum is used per vehicle, the pool of scrap aluminium is bound to increase to as the metal in these vehicles eventually enters the supply chain after they have been scrapped. Many alloys are produced from scrap or recycled material, which makes it an extremely environmentally friendly metal, which is likely to grow in size. Similarly aluminum and steel forging products are widely used in aviation and defense sectors. 

Applications of Aluminium Extrusions in the Construction and Transport Sectors - Aluminium extruded, rolled, and cast products are commonly used for window frames and other glazed structures ranging from shop fronts to large roof superstructures for shopping centers and stadiums; for roofing, siding, and curtain walling, as well as for cast door handles, catches for windows, staircases, heating and air-conditioning systems. Most recently, aluminium has played a significant role in the renovation of historic buildings. The characteristics and properties of aluminium as a material have lead to revolutionary and innovative changes in building techniques and architectural and engineering projects. Aluminium is leading the way into the future of the construction industry. Aluminium extrusion is used extensively in the transport sector to frame the bus bodies. 

The Current Market Trend
Aluminum Alloys and Extrusions play a major role in industrial and commercial sectors. The success ratio will definitely be large as aluminum alloys and extrusions cater to almost all industrial and commercial sectors.
Many Automobile giants like Hyundai, Ford, Hindustan Motors, Ashok Leyland, TVS and BMW are situated in Chennai.The requirement for Aluminium alloys are around 7000 MT per month. The current market trend for aluminum extrusions is around 700MT per month.
COMPETITION - List of Competitors with their Market Share
Alloys:    Profiles:   Castings:
Sargam   Hindalco   Best Cast
Padma    Century   Balaji Castings

MARKETING - Pricing Policy: Cost + OH (10%)+Margin (15%)=Price 

Major Customers Product-wise 

SWOT
 1. Strength: 25 years of experience in the field of Alloys + skilled Work force + reputed Customers + boom in Auto Component sector + Company located in the Detroit City of India (i.e. Chennai)

  2. Weakness: Lack of Financial Support 

  3. Opportunity: Almost all World Auto Majors are focusing on India and China + Ideal climatic conditions for foundry operations + Very good Infrastructure facilities 

4. Threat: No major threat envisaged than heavy rains 

LIMITS
Presently company is enjoying the following credit facilities from UTI Bank Ltd., Chennai-600004 

	Sr.No.
	Particulars
	Sanctioned limits in Rs. Lakhs
	 

	1.
	Working capital – CC
	600
	 

	2.
	Term Loan
	200
	 

	3.
	Letter of Credit
	200
	 

	 
	Total
	1000
	 


Company is planning to expand their activities and wishes to avail the following credit limits from the bank 

	S.No
	Particulars
	Rs. Lakhs

	1.
	Working capital – CC
	 

	2.
	Term Loan
	   

	3.
	Letter of Credit (Inland & Import) 

Inland (Sight/Usance)
Import
	 
   


Kindly study the same and let us know your interest at an earliest.

If you wish to go for a plant visit, kindly forward the MANDATE LETTER on your Company Letterhead accepting the Terms & Conditions of the Consultancy.

Thanking you.

Yours truly,

for Dynet Online Technologies

Dharmaprakash Shettigar

022-2579 2364 / 099670 56389

http://www.futurenettechnologies.com
http://www.hospitalityindia.com
Email: info@futurenettechnologies.com 

fntindia@gmail.com, fntindia@hotmail.com 

