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[ About Company ]
Fonderia Taroni, founded in 1974, boasts 
an accomplished tradition in aluminium 
die gravity casting. During the years, this 
company has been developing a high 
know-how in the production of aluminium 
components thanks to a particular 
inclination to technological innovation. 

The attention given to the product and 
process quality is proved by the series 
of procedures aimed at improving 
both human resources and business 
management. 
Fonderia Taroni has achieved certification 
of its Management System in accordance 
with three International standards. ISO 
9001 - Quality Management,
ISO 14001 - Environmental management, 
ISO 13485 - Medical devices. 

We made several investments in 
technologies such as the automatic 
casting plant – provided with two 
anthropomorphous robots – and the 
computerized burr machine, which also 
represents an advantage for occupational 
safety. 

Besides, we also internally follow the 
3D design of the mold together with the 
customer, and constantly supervise the 
external manufacturing. The quality of the 
product is guaranteed by our analysis lab, 
which is provided with a spectrometer, an 
x-ray machine, and  density scale.

€ 6.7m
Company Turnover

46
Employees

+40
Years old

60%
of turnover comes from 
foreign customers



[ Mission ]

[ Company Values ]

[ Vision ]

Provide castings of light alloys 
of aluminum with technical / 
mechanical and aesthetic 
function. Design and 
manufacture equipment 
and molds for gravity 
flows.

To be a reference point 
for global companies 

becoming the sole partner 
able to develop the idea of the 

customer to the finished product 
with a 360 ° service in partnership 

with other qualified companies.

Respect

Responsibility

Commitment

New mentality

Collaboration

Nothing for granted

Good sense



[ History and Future ]

Roberto Taroni 

Founder of Fonderia Taroni

(1974) 

1970 1980 1990 2000 2010

1974
FonderiaTaroni
Was founded by Roberto Taroni, the 

production area was a stable

1990
New Technologies
First automatic casting machine

First electrical furnace

1995
New facilities
The new production area covers 

1600 m² and officies 400 m² 

1981
First Facility
From the stable to the first technical 

facility

Robots arrives
The company acquire two 

anthropomorphous casting robots 

and the related computerized plants

2001

Alunetwork
Born the network of partner 

companies which Fonderia Taroni is 

the lead

2002

Quality System
Quality System is certified according 

to standard UNI EN ISO 9001 by the 

certification authority DNV

2005

Internationa fair
Partecipation to the international fair 

Aluminium 2008 - Essen

2008
Fonderia Taroni USA
Technical and Sales office with an 

Assembly line/storage facility site 

in Miami

New production line 
The company will acquires another  

anthropomorphous casting robot 

and the related computerized plants

Full Service
Full service including assembly

Thanks to partner Company

Big casting machine
Big mold multi cavity

Facilities expansion
The new production area will covers 

2600 m² and officies 650 m²

X Ray Machine
This machine allow to do x-rays to 

the casting

2011

2014

2018

2016

2019

2012

From the roots to tomorrow

FUTURE



[ Director Statement ]

When was the company born and what does it involve?
“The company was founded by my father and today 
boasts 40 years of history: this is the second generation 
who leads the family business. Our business is 
producing aluminum castings: the starting point is the 
bar of raw material, we cast it and it is transformed on 
the basis of the technical drawings of our Customers. “

What is your target area?
“We work for several years with increasing focus 
towards the biomedical sector: from the x-ray machines 
to other components.
In part, we turned to the automotive sector, but only for 
high-performance cars.
We work in the lighting sector, supplying fixtures and in 
the electricity sector.
To date our business is 50% for abroad, mainly in 
the European market, but we are also present in the 
American and Dutch business. “

What do your customers appreciate most of your work?
“They appreciate the fact that, even young, and 
starting out in a global market, the company is being 
reorganized following the new market requirements. 
One of our greatest strengths is also a great flexibility 
combined with high professionalism.”

What is required to the company from your foreign 
Customers and not?
“It is required punctuality, efficiency, and cost 
effectiveness. We are succeeding even at a distance.”

What are Fonderia Taroni values?
“It has been a long process, and I’m very proud of it.
It has led us to the creation of “charter of values” of our 
company.
The charter of values   leads us to responsibility, 
commitment, a new mentality, the desire to build 
something, to a new approach, and not to take anything 
for granted.
It is the product of a project with the University of 
Florence conducted by a team of really professional 
people, and who have supported us in building a team 
in support of management, in building the values   that 
guide the company and to work as a group. 
All this has meant that we turn us from a small firm into 
a small industry; in an organization where everyone 
knows exactly what to do, but at the same time 
interfaces and supports the work of colleagues, in a 
perfect gear.

The same principle that governs the relationship 
between Customer and Supplier: mutual cooperation 
and respect.”

Do you think the company has really made a 
breakthrough?
“I think so and I guess I can say that we have 
succeeded, with all the limitations and any problems 
encountered.
It was a great effort and its costs were high in order 
to get to this result, but we are working in the right 
direction.”

What are your goals?
“Our time and effort are spent looking for foreign 
customers and the expansion of our business in a global 
market.
We would like to strengthen the relationship with 
American companies creating an ad hoc office with 
staff looking for new contacts, but still available to more 
established Customers.
We are starting a new partnership with countries such 
as Iran, which could give rise to a new business and new 
projects.
Moreover, we believe in Alunetwork project, which is an 
enterprise network, created years ago, which is bringing 
results in terms of sharing of ideas, innovation and 
business.”

An interview with Massimiliano Taroni 

Massimiliano Taroni
CEO of Fonderia Taroni



[ Engineering ]

Mold designCo-design Mold
realization

Rapid
Protocasting

Bill of material
for the assembly

Casting
Simulation

21 3 4 5 6

The phases of the industrialization process of the customer’s product



[ Services ]

Solutions to

SAVE YOUR TIME

MOLD DESIGN

MOLD
IMPLEMENTATION

RAPID 
PROTOCASTING

CASTING 
SIMULATION

CASTING

MACHINING

THERMICAL 
TREATMENTS

FINISHING

LABORATORY 
CONTROL

ASSEMBLY

PAINTING

LOGISTICS

The casting simulation is a tool used in foundries to 
monitor the filling process of the aluminum into the 
mold, so check filling and solidification of castings and 
identify any critical areas. The simulation of the aluminum 
casting is achieved thanks to a software that performs 
a mathematical simulation of what happens during 
the process of filling and solidification within the mold 
steel, so as to check for any issues before moving to the 
machining of the mold.

Benefits:
• Reduce time and cost of production
• Compliance with quality standards required
• Reduction of non-compliance
• Optimization of feed channels
• Evidence of stagnation or entrapped air
• Evidence of any “porosity”

Casting Simulation

From the 3D project of the customer is realized a sand mold 
which is cast the aluminum alloy desired.

TIME: This technique ensures fast implementation ranging 
from 7 to 14 days, depending on the complexity of the project

MATERIAL: It uses the same aluminum alloy melt in series

TREATMENT: You can also do mechanical tooling on the 
prototype as well as leak testing and other pre-processing, 
verifying the quality of the project.

Benefits :
• Quickly evaluate metal part design
• Saving time and money
• Produce metal prototypes in almost any metal material
• Allow testing of the part in the actual production materials
• Produce metal parts without expensive tooling
• Reduce sampling time
• Reduce lead time

Rapid Protocasting



[ Case Study ]

From the 3D project of the customer is realized a sand mold which is cast the 
aluminum alloy desired.

Rapid Protocasting with disposable 
mold for the Medical sector

Time
This technique ensures fast implementation ranging from 7 to 14 days, 
depending on the complexity of the project

Material
It uses the same aluminum alloy melt in series

Treatment
You can also do mechanical tooling on the prototype as well as leak testing 
and other pre-processing, verifying the quality of the project.

Protocasting Process
• Analysis of 3D mathematical model 

(feasibility study, construction drafts 
casting systems and simulation) 

• Modeling of tool with parametric 3D 
CAD 

• Printing sampleswith 3D printing 
machine (high-speed complex shapes 
are obtained, even in the undercut, 
made in sand croning that can be 
employed in the foundry) 

• Casting, deburring and sandblasting 
• Any subsequent machining

Benefits for the research 
and development 
department

• Quickly evaluate metal part 
design

• Saving time and money
• Produce metal prototypes in 

almost any metal material
• Allow testing of the part in the 

actual production materials
• Produce metal parts without 

expensive tooling
• Reduce sampling time

• Reduce lead time

MEDICAL DIVISION



[ Case Study ]

A light alloy trolley was designed and made, going beyond the 
techniques used until now and reaching in such a way the required 
standards of lightness, payload, and reliability. All this at a 
competitive price and in a very short time.

Trolley for Medical devices

Customer Requirements
• Reduce the risk on the initial investment
• Quickly exhibiting in fairs
• Using the sample for thermal tests on the 

product
• Cheap initial investment
• Reduce the times of production

Solution
• Customer-supplier co-design appointed to a die-

casting series production
• Aluminium billet casting samples, final painting 

inclusive in 2 weeks
• Mechanical and technical tests
• Molds realization, low-cost initial investment 

to test the market, and prospective chance of 
changing technology without variation of price

Project timeline

Benefit for the customer

• Significant reduction of the time required to 
develop a new design

• A better service is offered
• Quick increase in knowledge
• A new proposal to the market and advanced 

design
• Products made of a light, pliant, and resistant 

alloy
• Protective anti-corrosive treatments
• Recyclable material
• A backward step: this is the end of disposable 

items
• An eternal product!

TIME SAVED
2 months as regards design

MONEY SAVED
20% on the total cost of the project

MEDICAL DIVISION



How we win the 
challenges

CO DESIGN
Specifications, product use, costs, 
quality, quantity are analysed with 
the customer. We also carry out an 
approximate analysis of the costs of the 
tools needed.

CASTING SIMULATION
The casting simulation is a tool used 
in foundries to monitor the filling 
process of the aluminum into the mold, 
so check filling and solidification of 
castings and identify any critical areas.

AUTOMATION FOUNDRY 
PROCESS
Thanks to the size of the machinery 
of the foundry it has been possible to 
realize a mold with two cavities with 
dimensions of 1200 x 1000.

AUTOMATION MACHINING 
PROCESS

[ Case Study ]

Product
Casting Instrument Transformer box and cover

Objectives
Cost of finish part competitive with “low cost” 
Country competitors

Customer Requirements
Liquid pressure test 2 bar (30 psi) andr Roughness 1.6 μm

Instrument Transformer 
box and cover

The Challenges
• Cost of finish part competitive with “low cost” Country competitors
• Maintain the quality of European production
• Metal treatment must provide a well modified structure for mechanical properties as well as a 

melt free from inclusions and oxides
• Filling must be turbulence free to avoid creating fresh oxides in the die cavity
• Feeding must be efficient to avoid shrinkage

 
 

AL ALAlloy: Alloy 43300, T6 Alloy: Alloy 43300, T6

Casting weight : 14 Kg (each one 2 
cavity)

Casting weight : 31 Kg (one piece)

Pouring temperature: 760°C Pouring temperature: 760°C

Pouring weight: 50 Kg - Yield: 56% Pouring weight: 47 Kg - Yield: 56%

Moulding Process: Gravity die casting Moulding Process: Gravity die casting

COVER

Technical Data Sheet
BOX

Casting Simulation

Finished Casting

Simulation benefits:

• Reduce time and cost of 
production

• Compliance with quality 
standards required

• Reduction of non-compliance
• Optimization of feed 

channels
• Evidence of pockets of 

stagnation and the areas
• exposed to the danger of 

entrapped air
• Evidence of any “porosity” 

“porosity”



[ Case Study ]
X-Ray trolley

Benefits

Steps

• Weight reduction
• Good mechanical features
• Better aesthetics and design
• Longer durability of the product
• Overall product cost reduction
• Compliance with ISO 13485 standard
• Higher security

• Feasibility Analysis
• Design
• Simulation
• Prototyping
• Manifacturing

Plus
• FMEA
• Control Plans
• Batch and materialis traceability 

guaranteed 15 years
• Qualified Supply Chain
• Low batch thanks to storage
• Guaranteed powder coating 1000 or 

1500 hours with saline fog test according 
to the customer requirements, certified 
by accredited laboratory

• Possibility different color
• Possibility different application 

Technical consulting
from steel sheet to aluminum casting

 

AL Alloy: Alloy 42100 + T6

Casting weight : 15 Kg 

Pouring temperature: 760°C

Pouring weight: 25 Kg - Yield: 56%

Moulding Process: Gravity die casting

Technical Data Sheet

Steel sheet

Aluminium casting

Co-Design

MEDICAL DIVISION



[ Company Plus ]

MRP and
Internal Order Traciability
Thanks to MRP (Material Requirements 
Planning) deliveries are timely.
The information management system 
allows us to get under control the progress 
of the internal order and moves up the 
supply chain of the product and its exact 
location. The entire production process 
is assissted by a barcode system that 
communicates in real-time all data 
necessary for the proper management of 
the process.

During any phase of the production, 
the metallurgic and structural aspects 
of castings is kept under control 
according to the UNI norms.

Laboratory dotation: 
• X-ray Machine (Bosello)
• Density Scale
• Spectrometer (Spetromaxx)
• Stereo microscope

Fonderia Taroni has achieved certification 
of its Management System in accordance 
with three International standards. 

• ISO 9001 - Quality Management 
• ensures that products and services 

consistently meet customer’s 
requirements, and that quality is 
consistently improved.

• ISO 14001 - Environmental 
management provides practical tools 
for companies and organizations 
of all kinds looking to manage their 
environmental responsibilities.

• ISO 13485 - Medical devices is an 
internationally agreed standard that 
sets out the requirements for a quality 
management system specific to the 
medical devices industry.

Quality Controls

Management 
System Certification

Key Performance and 
Risk Indicators
Our performance indicators allow us 
to regularly keep under control every 
single process in order to implement 
corrective measures and to define 
improving plans.



[ The Foundry ]

Robotic casting plants

Max Weight Capacity

Casting machinesElectric furnaces Mechanical workshopMelting furnaces Degassing plants

2 207 13 3
A robot of 2 stations per plant 
can handle casting ranging 
from 1.3 lb to 8.8 lb. Every 
station is provided with 2 
casting machines tilting to 45°, 
whose span is 5.4 ft.

Taroni Foundry has 16 
AUTOMATIC casting 
machines. Among these, two 
are tilting to 90° and two more 
are tilting to 45° and opening 
5.4 ft.

The capacity of these furnaces 
is 700 kg/1543 lb. Electric 
power supply was chosen 
to guarantee thermal and 
metallurgical stability.

Our internal workshop 
is provided with manual 
machines for molds 
maintenance and setup.

High efficiency gas furnaces 
whose capacities are:
1 furmace: 2000 Kg liquid 
aluminium - 800 kg/h 
2 furnaces: 600 Kg liquid  
aluminium - 300 Kg/h

Degassing plants are 
fundamental because, as 
regards alloys specific weight, 
they make us to achieve a 
better result. 

70 Kg 10 Ton/Day

Liquid always

5 Ton

Max Dimensions

L :1800 mm
H :1200 mm

Degasing

100 %
Maintenance

Under Control
by in House Scheduling



• Liquid aluminum capacity: 2.000 kg
• Hourly production: 600 kg/h
• Vertical loader with hydraulic command
• Furnace and loader with automatic cycle
• Automatic opening and closing of chimney for 

temperature and fume management
• Temperature control by 3 thermocouples
• Aluminum liquid level and aluminum loaded level 

controlled by means of laser

A robot of 2 stations per plant can handle casting ranging from 1.3 lb to 8.8 lb. Every station 
is provided with 2 casting machines tilting to 45°, whose span is 5.4 ft.

Processing times are reduced and manufacturing precision is augmented thanks to the 
computerization of cutting. Besides, workers security is totally guaranteed

Automatic Melting Furnace Laboratory

 2 robotic casting plants Automatic cutting plants

[ Skills ]

During any phase of the production, the metallurgic and structural aspects of castings is 
kept under control according to the UNI norms.
Laboratory dotation: X-ray Machine (Bosello), Density Scale, Spectrometer (Spetromaxx), 
Stereo microscope



[ Customers ]

Our Customers
35% Medical Devices

30 % Instrument Transformer

15 % Mechanical Engineering

10% Transports

5% Pumps

5% Technical lighting

Turnover Breakdown

ITALY EUROPE

INDIAUSA
CANADA

40% 35%

24% 1%



Punctuality

Training
Turnover

Molten Aluminium 

2014

2014

2015

2015

2016

2016

2017

2017

2018

2018

415

2014 2015 2016 2017 2018

605 607
720 780

Sales performance expressed in millions of Euros

Timely deliveries on total deliveries

Tons of cast aluminum ingots

Hours of internal training

Our performance indicators allow us to regularly keep under control every 
single process in order to implement corrective measures and to define 
improvements plans.

[ Key Performance Indicators ]

88 %

2014 2015 2016 2017 2018

90 % 90 % 91 %90%

654

890
900

843

4,1
5,0

6,0
5,1

6,7

343

Targets 2019: 91%  - 2020: 92%

Targets 2019: 7,0 mil  - 2020: 7,3 mil

Targets 2019: 920 h  - 2020: 950 h

Targets 2019: 800 t  - 2020: 850 t



[ Meet theTeam]

Massimiliano Taroni
Technical sales manager

max@fonderiataroni.com

Isabella Cavalieri
Quality manager

qlt@fonderiataroni.com

Roberto Taroni
President

info@fonderiataroni.com

Marc Pescheux
Market developer - FRANCE

marc.pescheux@fonderiataroni.com

Massimo Pizziol
Market developer - USA

massimo.pizziol@fonderiataroni.com

Vanis Cortesi
Technical manager

vanis.cortesi@fonderiataroni.com

Sara Marani
Account manager

comm@fonderiataroni.com

Iman Rahnama
Metallurgical Engineer 

iman.rahnama@fonderiataroni.com

Silvia Bolognesi
Administration 

amm@fonderiataroni.com

OUR BEST EXPERT WORK TEAM



[ Fonderia Taroni USA ]

Fonderia Taroni USA is a Technical and Sales office with an 
Assembly line/storage facility site in Miami born to offer a 
customized and highest level service to different customers in 
the US market and to make the best use of the potential for 
market development.

Massimo Pizziol
Market developer - USA

Phone: +1 (305) 778 9003
Email: massimo.pizziol@fonderiataroni.com

Contact

ENGINEERING SERVICE

ASSEMBLY LINE 
TECHNICAL SUPPORT

STORAGE FACILITY

Services

• Technical support
• Logistic support
• Reduction time
• Flexibility
• Quick delivery
• Supply chain validation
• ISO 9001 Certification
• ISO 14001 Certification
• ISO 13485 Certification

Customer Benefits



[ Aluminium Alloy ]

EN and ISO numerical 
alloy designation

ASTM (USA)
EN symbolic alloy 

designation
DIN (Germany)UNI (Italy) JAPAN

Primary Alloy Primary AlloyPrimary Alloy Primary AlloyPrimary Alloy Primary Alloy

Secondary Alloy Secondary AlloySecondary Alloy Secondary Alloy

Al Si5Cu1Mg

Al Si7Mg

Al Si7Mg0,3

Al Si7Mg0,6

Al Si10Mg(a)

Al Si10Mg(Cu)

Al Si10Mg(Cu)

Al Si12(a)

Al Si12(b)

Al Si4,5MnMg

Al Mg3

355.0

356.1

356.2

356.3

A360

-

NFA57-105

-

B413.0

-

-

EN AC 45300

EN AC 42000

EN AC 42100

EN AC 42200

EN AC 43100

EN AC 43200

EN AC 43300

EN AC 44200

EN AC 44100

-

EN AC 51100

-

-

G AlSi7Mg

G AlSi7Mg

DIN 239 A

DIN 233

DIN 1725/5-86

DIN 230 A

DIN 230.1

-

UNI 3600

UNI 3599

UNI 8024

UNI 8392

-

-

 

UNI 4514

UNI 4514

UNI 3054

UNI 3059

AC 4D

AC 4C

C4 CV

C4 CV

AC 4A

-

JIS H2211-92

-

AC3A, Al-Si 12

-

-

Special Alloy Special AlloySpecial Alloy Special AlloySpecial Alloy Special Alloy

Secondary Alloy Secondary Alloy

Al Si12(Cu)

Al Si11Cu2(Fe)

Al Si9Cu1Mg

-

-

-

EN AC 47000

EN AC 46100

EN AC 46400

DIN 231 A

-

-

Al Si2MgTi

Al Cu4MgTi

-

204.0

EN AC 41000

EN AC 21000

-

DIN 220 1

-

-

UNI 7369/3

Al-Si 12(Cu)

ADC12Z

-

UNI 3055

-

-

AC1B

Comparative table of world wide aluminium alloy standards

This is a list of aluminum alloys most used by Fonderia Taroni.
For a complete list of aluminium alloys used please visit fonderiataroni.com



[ Mechanical Features - Aluminium Alloy ]

Casting process
Temper

designations

Rm 
Tensile strenght

(N/mm2)

Sp 0,2 
Yield strenght

(N/mm2)

A 
Elongation

(%)

HB 
Brinell hardness

(HB)

SHELL

(as cast) 

F 205-245 125-155 4-5 70-95

T4 305-345 195-235 5-9 100-130

T63 345-390 275-315 2-5 110-140

EN AC 45300

Casting process
Temper

designations

Rm 
Tensile strenght

(N/mm2)

Sp 0,2 
Yield strenght

(N/mm2)

A 
Elongation

(%)

HB 
Brinell hardness

(HB)

SHELL

(as cast) 
F 175-215 100-130 2-5 60-75

EN AC 47000

Casting process
Temper

designations

Rm 
Tensile strenght

(N/mm2)

Sp 0,2 
Yield strenght

(N/mm2)

A 
Elongation

(%)

HB 
Brinell hardness

(HB)

SHELL

(as cast) 
F 125-245 120-145 2-5 70-95

EN AC 46100

Casting process
Temper

designations

Rm 
Tensile strenght

(N/mm2)

Sp 0,2 
Yield strenght

(N/mm2)

A 
Elongation

(%)

HB 
Brinell hardness

(HB)

SHELL

(as cast) 

F 180-240 90-150 2-6 -

T6 260-340 200-280 4-7 90

T64 260-340 200-280 4-7 80

EN AC 43300

Casting process
Temper

designations

Rm 
Tensile strenght

(N/mm2)

Sp 0,2 
Yield strenght

(N/mm2)

A 
Elongation

(%)

HB 
Brinell hardness

(HB)

SHELL

(as cast) 

F 180-240 90-150 4-8 50-65

T6 250-340 220-280 5-9 80-100

T64 220-270 120-180 6-12 65-85

EN AC 42100

Casting process
Temper

designations

Rm 
Tensile strenght

(N/mm2)

Sp 0,2 
Yield strenght

(N/mm2)

A 
Elongation

(%)

HB 
Brinell hardness

(HB)

SHELL

(as cast) 

F 215-235 135-155 3-4 70-80

T6 295-315 245-255 2-3 105-130

EN AC 46400

Casting process
Temper

designations

Rm 
Tensile strenght

(N/mm2)

Sp 0,2 
Yield strenght

(N/mm2)

A 
Elongation

(%)

HB 
Brinell hardness

(HB)

SHELL

(as cast) 
T64 290-320 210-240 6-8 90-100

T6 300-350 240-280 4-6 100-115

EN AC 42200

Casting process
Temper

designations

Rm 
Tensile strenght

(N/mm2)

Sp 0,2 
Yield strenght

(N/mm2)

A 
Elongation

(%)

HB 
Brinell hardness

(HB)

SHELL

(as cast) 

F 175-215 90-110 5-7 55-65

T5 165-215 80-100 6-10 75-95

EN AC 44100

Casting process
Temper

designations

Rm 
Tensile strenght

(N/mm2)

Sp 0,2 
Yield strenght

(N/mm2)

A 
Elongation

(%)

HB 
Brinell hardness

(HB)

SHELL

(as cast) 
F 145-195 60-80 6-10 45-55

EN AC 51100

Primary Alloy Secondary Alloy

Mechanical features of the most used aluminum alloys

To consult all the technical specifications of aluminum alloys used by Fonderia Taroni, 
please visit www.fonderiataroni.com




