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Editor’s Notes:

We wish all our members health and
prosperity in 1999.

As announced at the AGM, Ian
Craven has relinquished the position of
Editor of “The Grind” due to an
increase in business travel and other
duties.  Your Committee therefore
wishes to acknowledge the very
significant contribution that Ian has
made to the continuing success of the
New South Wales division of the
ATM.A.

Ian was the principle instigator of
this our Newsletter, who single handed
designed the layout and promoted the
concept as well as writing some of the
articles. Therefore, we most sincerely
thank him for his efforts.

I first met lan in the mid 1980,
after he had arrived in Australia from
Henry Simon of Stockport, when he
was working in the newly rebuilt
Defiance mill in Newport, Victoria, then
later working with him at Robinson
Milling Systems.

As your new editor, I have always
been strongly in favour of a Newsletter
and also our Web site, and will continue
the same successful format.

We must also realise that this
Newsletter is much appreciated by our
“out of town” members who rarely get a
chance to attend meetings, and as such |
am looking for articles, notes or
photographs from these members.

Basically, the text of this newsletter
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is dedicated to record, in addition to
“Forthcoming Events”, at least the
following subjects:

Details of the meetings of the
A.T.M.A. NSW Division, plus
hopefully also some contributions from
our colleagues in Queensland and
Victoria.

Histories of the Mills of Australia,
especially those now closed. (Please let
me know if you are interested in
submitting articles, or even only rough
notes.)

Inform the membership of new
technology and any changes to
legislation that affects the industry.

Member Profiles will continue to be
presented.

Promote contributions from the
Milling organisations and engineers.

The success of “The Grind” is
entirely due to the input from its
members, so please contribute in any
way you can.

Finally, please visit our Web Site at:

http://www.atma.asn.au

This is a very professional site,
designed and administered by Kevin
Speak. If your company does not permit
access to the Internet, please ask your
system administrator if they can provide
limited access for you to nominated
technical sites only. (See later for
further details.)

Goodman
Fielder / Bunge
Merger

In a major statement, the Chief
Executive, Mr. David Hearn of
Goodman Fielder, announced on 23
November that Goodman Fielder
Limited had acquired the Bunge milling
and baking business for $428 million,
subject to some conditions requested by
The Australian Competition and

Consumer Commission.

Speculation within the milling
industry has been rife for some months,
and will continue for a further period in
respect of changes likely to be made by
the new group.

Goodman Fielder employs over
3800 staff in 8 mills (Brisbane, Summer
Hill, Dulwich Hill, Tamworth, Wagga
Wagga, Kensington, Mile End and
North Fremantle), and 23 bakeries.

Bunge employs over 2300 staff in 10
mills (Rockhampton, Toowoomba,
Brisbane, Homebush, Albury, Newport,
Ballarat, Byford, Warwick and Dalby),
and 17 bakeries.

Details of rationalization plans are
expected to evolve early in 1999.

Subsequent issues of The Grind will
keep you informed of staff changes
involving any of our members.

For further information, visit the
Goodman  Fielder  website  at
http://www.goodmanfielder.com.au

The History of
Drummond &

Shirley.Part 2.

We continue with the second of this
three-part history by our member
George Shirley, and we are informed of
the significant contribution this
company has made to a section of our
industry.

Firstly, we correct the photograph
included in Part 1, this was in fact
George's father Graham F. Shirley. We
correct this by including both Graham
& George.

Drummond & Shirley -

Early 1950s to Late 1960s.

Drummond & Shirley were under
contract to at all times take delivery of
large excesses of brewer’s grains from
the breweries. When in the early 1950s
there was a steady increase in Sydney-

Published By ATMA (NSW Division) Box 274, Strathfield, NSW 2135 - © (ATMA (NSW Division)




2

n
@ The Grind

based beer production, George Shirley
was regularly roused from sleep at any
hour between midnight and dawn to
pick up a load of grain. Several times
he arrived to find that unable to wait, a
brewing company had simply tipped a
mountain of grain into the street outside
the brewery. If this happened, George
had no option but to roll up his sleeves
and shovel the lot onto his truck. (Much
could and should be written about the
marketing of beer and the non-
commercial attitude of by-product
disposal contracts. These contracts
deteriorated into an unbelievable
situation, being controlled by several
characters who operated over the
brewery free-drinks bar.)

It was at this time that George’s
brother Graham joined Drummond and
Shirley. Previously a farm manager at
Penrith and Goulburn, Graham was a
welcome addition to this rapidly
expanding business.

In the early 1960s, Drummond and
Shirley extended its buildings and
installed a second rotary dehydrator
with greater capacity and efficiency.

The Company dramatically altered
and improved its brewer’s grain intake.

New methods of tanker and tipper
transports were evolved to suit the
variable nature of the product, which
ranged from 75% to 95% moisture
when taken from the breweries. To cope
with the increasing volume of raw
materials from the company’s various
sources of supply, special on-site silo
storage was designed. These silos
consisted of a vertical storage tank fitted

with a cone, beneath, which was a

George Shirley

hydraulically controlled rotary table
feeder, designed to handle and feed very
wet materials.

The early 1960’s were very
technically challenging. The early
computer age was with us. General
Electric established a main frame
computer bureau in York Street, Sydney.
George enrolled in one of the first
courses, and used the services of this
bureau to set up a linear program for
least cost correct stock feed rations. The
input to the computer was by teletext
keyboards, which produced results on
punched teletext tapes, in numerical
values.

This was a real breakthrough in
formulating and costing our rations. As
a tool to assist running our business it
was used extensively, from that time
onwards.

In 1962, Mr. Quentin Stanham of
Camden Park, approached George to

(N
Graham F. Shirley

design and install a feeding system at
several other dairies and a major
piggery.

The Directors of the Camden Park
Estate Rotolactor at Menangle then
contracted Drummond & Shirley to
design and the supply of a complete
Rotolactor feeding system, to suit their
existing 50 cow rotary dairy. Design
and manufacture was carried out in our
premises at Waterloo N.S.W. When
installed, the system could feed three
herds of dairy cows the correct ration at
the rate of one cow per 18 seconds. We
had tremendous cooperation from the
Directors and staff of Camden Park
Estate Pty. Ltd., and many others who
made this a very successful installation.
This, we believe, was the first electronic
automated cattle feeding system in
Australia.

In 1963, D & S purchased a very
early model Jaybee Pellet Press. With
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technical and physical help from the late
Jack Kitchen from Jaybee, we evolved a
formula containing a base of brewers’
grains and suitable other ingredients for
a “Proteena Dairy Pellet”. Our first
bulk loads of this new product were
supplied to the Rotolactor at Camden
Park Estate. D & S continued to supply
dairy feeds to Camden

park estate at the rate of 4,000
tonnes per year for the next decade.

During that ten-year period, a
number of dramatic changes affected
the stock feed industry. The poultry
industry entered a phase of rapid
development, and absorbed large
amounts of our traditional raw
materials, such as millmix. The oil seed
industry also made huge progress,
releasing vast amounts of new by-
products onto the market. With the
spread of Sydney’s population, land
developers were eating up our
traditional market bas of Sydney region
dairy farmers. The wet brewer’s grain
market was also undergoing rapid
change, with breweries expecting a
higher return for their by-products,
regardless of market forces.

When yeast producers removed a
grain base from their manufacturing
process, this eliminated spent yeast
grains as a source of supply. In
addition, local vinegar manufacturers
moved from the city to the western
suburbs, taking this valuable source of
vinegar grains out of an economical
transport distance. = Drummond &
Shirley, who were Sydney’s most
Easterly stock feed manufacturers,
found themselves facing  the

disadvantages of location and longer
travel distances.

In 1963 D & S realized that it had to
change with the market to survive. The
following year, we purchased our first
500 tons of Safflower meal from Harold
Meggitt at Granville. This proved a
good substitute for brewers’ grains in
our rations, and was available in
increasing quantities.

Since our manufacturing was no
longer tied to the Waterloo site in close
proximity to the breweries, we decided
to move our operation to the west of
Sydney.

Drummond & Shirley Pty Ltd was a
privately owned, and privately financed
company, SO to move was a major
decision both physical and financial.

After a great deal of searching, we
located a two-acre site at Girraween, 10
km west of Parramatta. Because of the
rapid advance of suburban
development, we estimated that we
would be able to operate at this location
for approximately ten years.

We negotiated for both Pacific
Safflower and Meggitts Paramatta to
supply us with a variety of meals as well
as their total output of cottonseed hulls.

The first item of capital equipment
erected at the new site was a Harvestore
Silo to handle the ever-increasing
quantity of cottonseed hulls.

The design and construction of our
new stockfeed mill at Girraween was a
challenge to say the least. We decided
to build a standard portal frame
building, positioned so that it could be
extended or converted into an
alternative use for sale at a future date.

The contract to construct this building
was given to a Parramatta builder.

During the course of construction,
we were very fortunate to enlist the
services of an excellent fabrication
engineer, Mr. Joe Bowler. Previously
under contract to us at Waterloo, Joe
had fabricated and erected our silos and
auto-batching plant. We were very
pleased to welcome him to our
Girraween staff, and he was our
working site manage/supervisor.

The complete changeover from
Waterloo to Girraween occupied most
of 1965. Besides moving plant and
silos to Girraween, we had the
challenge of scaling down our now
unnecessary Waterloo dehydration plant
by selling small outlets of wet grain
direct to selected dairy farms. We built
the Girraween plant and equipment to
suit oil seed by-products, which up until
then had been totally unfamiliar to us.
Once the move to Girraween was
complete, what remained of the old
Waterloo brewer’s grain plant was sold
to the sawmilling industry, where it was
adapted for sawdust handling, storage
and combustion.

Stretching our capital to enable this
expansion was extremely difficult.
Although we wanted to install a new
pellet plant and flaking rolls, these
proved to be beyond our budget
expectations. We had to settle instead
for second-hand C.P.M. equipment. We
were given very good support and
guidance from Mr. John Madden and
Mr. Michael Tilche, milling engineers
from Henry Simons. These engineers,
with patient support crew from their
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company, managed to guide us through
many dramas, die changes and finally
victory when we managed to produce
Proteena Dairy Pellets using some very
difficult  ingredients. Clearly
remembering those complete ‘die
punch’ or ‘drill outs’, we genuinely
appreciated that support.

At the end of our first year of
operation at Girraween, D & S had
increased its production and sales by
approximately 400%. It was at this time
that we began to see light at the end of a
very difficult period.

Our production range increased to
embrace Oil Seed Meals & Cotton Seed
by-products which included
approximately 4,000 tonnes of hulls per
annum  processed  through  our
Harvestore Silo. Mixed with molasses
and other materials, these ingredients
were sold in bags or bulk as Proteena
Sweetbulk. Bulk silos were built at the
farms of our major customers to enable
us to deliver Proteena Dairy Pellets in
bulk blower trucks.

As word spread that we were
innovators in the stock feed industry, D
& S were approached by Rod
Polkinghorne, who was setting up
Champion Beef, a major feedlot in
Charlton, Victoria.

George signed a contract for D & S
to design Champion Beef’s new feedlot
feeding system and basic layout. This
was a major project that required the
design of much plant and equipment
never before used in such an operation
anywhere in the world. Rod
Polkinghorne himself had some very
radical ideas. He and our design team
came up with an acceptable plant and
layout to grain-feed 10,000 head of beef
cattle. D & S supplied most of the
mechanical equipment for on-site
assembly by the feedlot staff. Today,
Charlton Feedlot operates the original
Champion Beef site with a potential
peak capacity of 30,000 head.

George next became involved in the
design of several other feedlots and
several dehydration plants for the
production of Lipid Feed supplement
which was developed by Dr. Trevor
Scott and his team at CSIRO, Prospect,
N.S.W. This in turn led to a commercial
production plant for Alta Lipids,

operated by Mr. Edward Watson for
Dalgety, at McGrath” Hill (near
Windsor, N.S.W.), and a special design
for a plant which was built at Boise,
Idaho, for Alta Lipid U.S.A.

George was also contracted to
design  separate  brewers  grain
dehydrator plants for Victoria Grains
and for Carlton & United Brewery in
Melbourne.

(In the next issue of The Grind we
will include part 3, the final part
covering the Late 1960s to 1998)

Technical
Functions
Report

We continue to enjoy interesting
speakers with varied subjects at our
meetings and report on the following:

At the AGM on 12th August, the
first paper of the evening was presented
by James Elkington, of Satake Australia
Pty. Ltd., entitled “’Can Extraction Get
Too Good”

This subject gave us a different and
very interesting perspective on this
important aspect of flour milling. The
core of the presentation was the
projection of some 16 slides, mainly
graphs, (we reproduce five of the more
important graphs), and James described
the concept and features of each James’
main comments were as follows:

“This subject has interested me from
my earliest training in a flour mill.

It has always intrigued me that most
flour is produced on a few machines,
particularly the first and second break
and A, B, and C passages and yet most
problems come from the machines at
the tail. By problems I mean both
operational and engineering caused by
difficult stocks that result in problems
such as poorly spread feed gates,
difficult roll settings, and a variety of
materials handling problems.

As a young miller, I soon had these
thoughts knocked out of me, as I was
taught about the importance that millers
put in extraction. This was drummed
into me by the regular and terrifying

visits that we had from the Production
Director of the Flour Milling group that
I worked for in the United Kingdom.
He would arrive early in the morning,
and tour the mill making a multitude of
changes to “put things right” with a lot
of head shaking and sharp intakes of
breath, and retire for coffee with the
bewildered mill manager. Meanwhile,
we would collect our shovels and
prepare for the inevitable chaos of
tripped rolls, choked sifters and
mountainous chokes.

We could not reduce the mill’s feed,
as this was

almost a “dismissable offence”, and
to take the feed off, well that was not
something we were prepared to do!

Later in my career this theme
continued. The issue of the Companies’
extraction would always be high on our
Management meeting agenda. This was
reinforced by the fact that for many
years the U.K. has carried out industry
“benchmarking”, producing an annual
league table for several performance
parameters including dirty wheat
extraction. We used to review these
figures in great detail and for some
reason the Finance Director would
always have what I considered to be
excessive questions to ask about them.
He would delight in asking why our
extraction was not at 80% (even though
we both knew he had no idea what he
was talking about.)

It was not until I started work with
my colleagues, on a project to justify
building a “green field” site that I came
back to question the belief that
extraction is the measure above all
measures. At the early stages of our
analysis we found that even when we
budgeted for - extra sales - extra
extraction - lower operating costs - and
even less complaints, (you have
probably tried them all,) we could not
make the figures stack up.

While trying to cut the cost of the
mill we looked at the effect of shorter
and shorter surface on the overall
profitability of the unit. Unexpectedly
we found that in certain situations
reducing the extraction increased the
profitability of the mill.

Our objective became to find the
optimum extraction for a flour mill for
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profit, and the following slides show
some of the conclusions that we drew.

The starting information was drawn
from financial and performance figures
from the flour milling and mill
engineering businesses. These figures
are typical industry averages and do not
directly relate to any one market.

James continued by showing the
following slides and describing the
results:

Graph titles:

Input information.

1. Extraction against passage. (See
graph).

Exact figures on this graph depend
on the flour mill diagram.

2. Additional input information.
This includes motor sizes, capital costs
of  buildings and  equipment,
depreciation, interest etc. etc.

3. Raw material cost per tonne. (See
graph).

This shows the raw material cost for
producing 1 tonne of flour, i.e. the
wheat cost less the value of mill run.

4. Depreciation cost per tonne. A
typical graph that demonstrates that the
cost per tonne of producing flour
initially falls, as the additional
equipment delivers significant extra
flour. Towards the tail of the mill,
however, it begins to rise as
progressively more and more equipment
is required to deliver less and less flour.

5. Interest cost per tonne.

6. Maintenance cost per tonne.

7. Electricity cost per tonne.

8. Combined costs. (See graph).
Combination of items 4 to 7 inclusive.

9. Total production cost per tonne.
(See graph). Showing the combination

of the raw material cost and the
combined cost, per tonne.

10. Total production cost per tonne.
This graph is a focus on the total
production cost per tonne at the tail end
of the mill, and shows an optimum
extraction rate of 78%.

It is now possible to investigate
different scenarios.

11. Total production cost per tonne
with a variation in the cost of electricity.
The optimum extraction rate has
dropped slightly, and similar results are
obtained for all resource costs graphs.

12. Total production cost per tonne
with a variation in the cost of wheat and
value of mill run. (See graph).

There is now a dramatic shift in the
optimum extraction rate, reducing to
75%.

It is interesting to note that in the
United States, at certain times in some
states mill run is worth more than
wheat. We may be wrong to laugh at
their low yields as it may make
economic sense for them to run at lower
rates. (They may or may not realise this
though!) Conclusions for the Miller.

We should not blindly chase
extraction as at certain times it maybe
more profitable to push capacity and
decrease extraction, assuming sales
allow.

Look carefully at the profitability of
running the machines at the tail end of
the mill.

It is always worth analyzing how
low extraction; inexpensive wheat could
increase profit.

Milling Engineers should always be
questioned before they propose
installing unnecessarily long surface

mills. See previous slide of extraction
against passage.

We can demonstrate with this graph
that once we have found the optimum
profitable extraction we can then find
the optimum quantity of machinery to
use.

As a final thought, it is interesting to
consider that if extraction is reduced,
and there is more starch left in the mill
run, it should be worth more to the
Stock Feed millers. As we saw earlier
the value of mill run is critical to the
shape of the graphs and therefore to the
optimum design of the flour mill.

(James later repeated this
presentation at the NZ Flour Millers’
Association Technical Conference that
was held on 5-6 November 1998.

For further information, please
contact James Elkington at Satake
Australia. Telephone Sydney 9774
1155.)

Extraction against passage.
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