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Overseas Selling
I t  is essential th a t  w e as a  n a tio n  ex p o rt to  the 

lim it o f  o u r capac ity , an d  i t  is in teresting  to  re ad  
in  the  P ress the various m ethods suggested fo r 
accom plish ing  this ob ject. T h ere  is a  unan im ous 
ag reem en t as to  the desirab ility  o f  a  visit a b ro ad  
by the m anag ing  d irec to r o r a sen io r official o f 
each  com pany . Y e t this is only  possib le fo r  th e  
la rg er concerns , so the p u n d its  th en  suggest co 
opera tive  rep resen ta tion . T h is  is b u t m odern  
ja rg o n  fo r th e  su bstitu tion  o f a jack -o f-a ll-trades 
fo r  the skilled c ra ftsm an , a n d  th e  results w ill be 
m u ch  th e  sam e. Selling is so com plicated , n o w a
days, th a t a  firm  m ak ing  files, tool steel, tram w ay  
po in ts  an d  crossings and  so fo rth  does n o t establish  
o n e  sales rep resen ta tive  in  B russels o r  S tockholm , 
b u t tw o o r  m ore , because experience has show n 
th a t an y  agen t w ith  a  m ultip lic ity  o f lines to  
h an d le  concen tra tes  up o n  w h a t he  can  sell w ith 
a  m in im um  o f tro u b le  an d  neglects those p resen t
ing  difficulties. O ne ag en t ab ro ad  w as qu ite  good 
a t selling  testing  m achines, b u t failed  m iserably  
to  m a rk e t elec tric  m elting  furnaces. T hus w e a re  
fo rced  to  the conclusion  th a t co-opera tive  re p re 
sen ta tion  is, to  say the least, chancy . T h is  m ust 
n o t be in te rp re ted  as m ean ing  th a t a ll individual 
sales o rgan isa tions shou ld  be self con ta ined . T hey  
req u ire  an d  get help  fro m  th e  F ed e ra tio n  o f B ritish  
Industries as to  c red it w orth iness, custom s fo r
m alities, as well as a  m ass o f o th e r business in 
fo rm a tio n . T h e  B ritish E x p o rt T rad e  R esearch  
O rgan isa tion  n ow  w ork ing  by arran g em en t, w ith  
th e  F .B .I., u n d ertak es m a rk e t research  fo r  its 
m em bers an d  an ybody  else seeking such in fo rm a 
tion . T h u s , belated ly , earlie r overlapp ing  has been 
elim inated .

C u rre n t financial cond itions m ake it easier fo r 
d irec to rs  to  trav e l than  in  p re -w ar days. F o llo w 
ing  th e  adv ice o f  the pundits, one  firm  in 1929 
o r  1930 sen t o.ut fo u r o r  five d irec to rs to  try  and 
get o rd e rs  from  w idely d ispersed overseas m arkets. 
T h e  resu lt w as a  m uch  heavier trad ing  loss th an  
if  they h ad  all stayed  a t  hom e an d  p layed  golf. 
S om e o f  the post-w ar “ s tun t ” selling a b ro ad  is 
ach iev ing  success. By th is w e m ean , fo r exam ple, 
th e  fu rn ish in g  o f  a  lo rry  as a  d em o n stra tio n  u n it 
and  to u rin g  th e  a c tu a l w orks ab ro ad . T h is  fo r 
ce rta in  lines h a s  m u ch  to  com m end  it. A fte r all,

fo rtunes have  been built up  by S co ttish  d rap e rs  o r 
packm en , an d  th e ir m odern  substitu te— the  fttted- 
o u t dem o n s tra tio n  lo rry— show s equal p o te n 
tialities.

T h e  m a jo r fa c to r  in  selling is fo rm a tio n  o f  p e r
sona l friendsh ips an d , w ith  it, th e  c re a tio n  o f  
m u tu a l respect an d  tru s t— a  difficult situ a tio n  to  
b ring  ab o u t w hen  governm en ts try  to  sell to  
governm ents. T h e  p a rtic ip an ts  o f  governm en t 
m issions a re  too  h an d icap p ed  to  fo rm  tru e  fr ien d 
ships, as they  m u s t conserve d ip lom atic  decorum . 
E xh ib itions, p ro p erly  tim ed , can  be p ro d u c tiv e  o f 
m uch  solid  business, a n d  it will be in teresting  to  
lea rn  the resu lts  o f  th e  en te rp rise  show n by a 
m an u fac tu re r o f  m o u ld in g  m ach ines w ho has 
tak en  space a t  th e  exh ib ition  o rgan ised  by 
th e  A m erican  F o u n d ry m en ’s S ociety  a t  C leveland . 
W here  the p und its  a re  fa iling  to  give p ro p e r  a d 
vice is d u e  to th e  n o n -recogn ition  th a t every com 
m odity  an d  every  firm  needs d ifferen t trea tm en t- 
T he  m ark e tin g  o f  lip stick  and  D iesel engines have  
n o th in g  in  co m m o n , as th e  fo rm e r largely  depends 
o n  clever advertising  an d  th e  la t te r  o n  technical 
perfo rm an ce . In  o u r  ow n in d u stry , th e  d isposal 
a b ro a d  o f  valves, stoves, ha rdw are , a n d  cast-iron  
p ipes all call fo r  d ifferen t techn iques, w hilst 
those  castings in co rp o ra ted  in  m ach ines co n stitu te , 
per se, no  d irec t p rob lem , b u t m erge  them selves 
in to  a  general sales policy. W h e th e r th e  lead  
given by one  M id lands fo u n d ry  w hich  rep o rts  th e  
receip t o f a  su bstan tia l o rd e r fro m  A m erica  fo r  
sew ing-m achine co m p o n en ts  can  be  em u la ted  by 
o th e rs  it is difficult to  ap p ra ise . T h is  p a rtic u la r 
o rd e r  w as th e  resu lt o f  a  persona l v is it by th e  
m anag ing  d irec to r , a n d  o th e rs  seek ing  s im ila r 
business w ill have  to  do  likew ise. A f te r  a ll, o u r 
industry  shou ld  n o w , because  o f  th e  in tense  
m echan isa tion  w hich  has been u n d e rtak en  since 
th e  w ar, be  in  a  position  to  p en e tra te  overseas 
m ark e ts  fo r  eng inee ring  com ponen ts.
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Correspondence
[W e accept no responsib ility  fo r  the s ta te m e n ts  m ade or the  

opinions expressed by our correspondents.]

F O U N D R Y  LITER A TU R E
To the Editor o f the F o u n d r y  T r a d e  J o u rn a l

S ir ,— I was interested to read the leader in  last 
week’s F o u n d r y  T r a d e  J o u r n a l  on the question of 
textbooks for the foundry industry. My experience 
agrees with yours in several directions; fo r example, 
I am  frequently approached to specify a textbook on 
a narrowly-defined field, e.g., chilled cast iron; and 
not only must one reply that such a book has yet 
to be written, but also sometimes that it is extremely 
doubtful that such a book ever will be written. This 
situation is usually met by supplying the enquirer with 
a  bibliography of the literature on the subject pub
lished in the technical journals.

Most publishers are aware of the risks of under
taking the publication of textbooks which appeal to 
a.¡limited, audience such as the foundry industry, and 
these difficulties are enhanced by the added restric
tions. imposed by present-day delays in  publishing and 
printing and paper controls; thus, while the m arket 
is over-stocked with, for example, elem entary text
books on the properties of engineering m aterials, text- 
bodks on foundry subjects are relatively few and these 
are frequently out of print.

.Only last year during a visit to D ublin I came 
across the symposium on modern foundry practice 
edited by E. D. Howard and published in 1944 by 
Odhams Press, which had been remaindered by the 
publisher to, a D ublin bookseller. I  bought his entire 
stock o f  about 100 copies and disposed of them a t a 
price considerably less than the published price to 
merhbers of the Association. I think it probable tha t 
I fcbuld have disposed of a fu rther 100 copies. This 
leads one to  enquire whether the publisher himself is 
making use of the right methods to bring a work of 
this sort to the attention of potential readers.

T am enclosing with this letter a ,copy  o f  a list of 
selected textbooks on metallurgy and foundry practice 
which 1 have prepared for the use o f members. Here 
again, while all these works can be recommended, a 
rider must be added to the enquirer that many of 
the books áre out of print and available only from 
the 'technical or national libraries, while others have 
n o t1 been revised for a num ber of years. It is sig
nificant that nearly all the n e w . or revised, editions 
appearing in this list are American.

I  may add that Dr. J. G. Pearce is editing a series 
entitled “ M anuals of M etallurgical Technology.” 
George Allen & Unwin, Limited, have arranged to 
publish this series, and the first volume, by W. 
Westwood and A. Mayer. “ Chemical Analysis Of 
Cast Iron and Foundry M aterials,” will appear this 
year. The m ajor difficulty in such an undertaking is 
to persuade already over-worked authorities in the 
various fields to devote time to complete works on 
their respective subjects. The methods adopted and  the 
general attitude to publication in G erm any would, 
perhaps, repay examination. Preparation of m atter for 
publication is there regarded not as a spare time occupa
tion but rather as a legitimate charge on the working 
time of those engaging in  research, teaching and in
dustrial activities.

Yours, etc.,
G. R . W o o d w a r d , 

M anager, Intelligence D epartm ent. 
The British Cast Iron Research Association, 

A lvechurch, Birmingham.
April 24, 1950.

Film R eview
“  And Now ”

This film shows the production of spherulitic-graphite 
cast iron at the Burton-on-Trent foundry of F. H. 
Lloyd & Company, Limited, of W ednesbury. However, 
as this is pictorially no different from the manufacture 
o f ordinary cast iron, except fo r an extra “ sp lu tte r” 
over the ladle, something had to  be done to interest 
the audience. This was achieved by excellent photo
graphy, clear comm entary by Sir R ichard Acland, Bt., 
M.P., the impanelling o f the resources o f the test-house, 
and the use o f really good trade name “  Lloyd’s Ductile 
Cast Iron.” The magnesium-treatment process as de
veloped by the International, Nickel Company and the 
Research and Development Departm ent of the M ond 
Nickel Company, Limited, is being used. The reviewer 
appreciates the forthright honesty in these matters plus 
showmanship associated with the ruthless elimination 
of sloppiness, human in terest— unless expertly done—and 
untidiness. This film is not a documentary in the 
accepted interpretation o f the word; it is, frankly, an 
advertisement. The audience is left in no two minds, 
fo r the pleasing, yet slightly harsh voice of the com 
m entator constantly reminds them of tire virtues of the 
new alloy. The F o u n d r y  T r a d e  J o u rn a l  has 
published a large volum e of technical data about this 
new development, but to popularise the alloy amongst 
buyers, it needed, and now has received, the necessary 
impulse. The crux of the film is, of course, in the test 
results, and these are shown in. such a manner as to 
make the audience well aw are o f their significance. 
Mr. Edward Cook, the producer, who has now a wealth 
o f  experience in the production of industrial films, has 
never done better, and this indeed is a high compliment. 
He has had the assistance, as technical supervisor, of 
M r. A. B. Lloyd, B.A., and he, too, must take much of 
the credit. It is a thoroughly good film made in  an 
equally good foundry.

Dinner
Silica and Moulding Sands Association
Mr. Haydn Taylor presided over the first dinner of 

the Silica and M oulding Sands Association which was 
held last week at the Savoy Hotel. Amongst those 
participating w ere :— Mr. T. W atson; Col. C. E. Pon- 
sonby, T.D., D.L.; Mr. F. W. Rowe, B.Sc.; Mr. D. G. 
Bissett; Mr. H. Halliday; Mr. F. Schaffer; Mr. D. F. 
Mann and M r. Rennis Rider. The function was 
organised by Mr. G. K. Timperley, the secretary.

T h e  n e w  Sc o t t is h  la b o r a to ries  of the British Cast 
Iron Research Association, at Blantyre Industrial 
Estate., Blantyre, Lanarkshire, will be officially opened 
on M ay 5.

A n  I n d u s t r ia l  A c c id e n t  P r e v e n t io n  E x h ib it io n  
organised by the Coventry and District Engineering 
Employers’ Association, is being held this week (April 
25 to 29) at St. M ary’s Hall, Coventry.

A  v is it  to Vickers Armstrongs, Limited, Crayford 
W orks, Crayford. Kent, has been arranged by the 
London branch of the Institute of British Foundry- 
ment, to take place next Wednesday, M ay 3, at 2 p.m.

T h e  n e x t  l u n c h e o n  m e e t in g  of the N orth  Western 
Fuel Luncheon Club will be held on M ay 3 in the 
Engineers’ Club. M anchester, a t 12 noon. The guest 
speaker will be Dr. Franz Kind, and his subject “ His
tory and Outlook of Petroleum Refining."
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Flow  o f  Metal Through R unner Systems
By D. F. B . Tedds

T h e  flow  o f  m eta l th rough  th e  n u m ero u s runner sys tem s em p lo yed  to  produce  castings 
has received m ore  an d  m ore  a tten tion  over the past fe w  years. T h e  presen t article on ly  
a ttem p ts  to  discuss the  question  o f  tu rbu lence produced  in th e  stream  o f  m eta l as it en ters 
the m o u ld  cavity. B y  using sec tioned  m o u ld s  m a d e  in p laster o f  paris, a ttach ing  a glass 
fr o n t a n d  using m ercury, a pho tograph ic  record  o f  the m eta l stream  as it en ters the  various  
designs o f  runner sys tem s has been obtained. I t  is conc luded  tha t th e  m ore  general use 
o f  a  turbu lence cush ion  a t the base o f  the  sprue co u ld  be practised  to  advantage.

Introduction

TH E  im portance of the question concerning the 
m anner in which molten metal should flow into a 

m ould is only too well known to every practical foun- 
dryman. The design o f the runner system exerts a 
fundam ental influence on the quality of the casting 
produced, and much itime and effort has been devoted 
these past few years to establish infallible rules for 
correct gating practice which might serve satisfac
torily on all classes of castings. Complete unanimity 
does not exist among foundrymen upon the best method 
to adopt for a specific casting and the methods em 
ployed in the past have been largely a m atter o f trial 
and error. The few general principles that are recog
nised are the result of the foundrym an’s hard-won 
experience. It is because of this that the problem  of 
running castings continues to be, and probably always 
will be, a  controversial subject.

I. REVIEW  O F TH EO RETICAL 
CONSIDERATIONS

One o f the main functions o f a  correctly-designed 
runner system is the freedom from  turbulence, as the 
stream  of molten metal enters the mould cavity. By 
this means, dirt-, oxide- and gas-inclusions in the result- 
tant casting are minimised. In studying the flow of 
molten metal, an obvious step is to apply the laws of 
flow dynamics. It has been found that the nature of 
the flow o f water through pipes differs, depending upon

\ \ \ \ \ \ W \ \ " \

F ig . 1.— (a) S t r e a m l in e  and  (£>) T u r b u l e n t  M o tio n  o f  
L iq u id  P a r t ic l e s .

the velocity o f the w ater and the diam eter o f the 
pipes.

By conducting flow experim ents1 in transparent 
tubes, using clear fluids in  which dust particles are sus
pended to make visible the character o f the motion, 
the differences in high and low velocities immediately 
becomes apparent to the eye. A t low, velocities the 
liquid flows in a straight line parallel to the axis o f the 
tube, moving a t progressively higher velocity as the 
centre o f the pipe is approached, the curve showing the 
distribution of the velocity thus being a  parabola. 
This type o f flow is term ed streamline or lam inar (see 
Fig. 1).

Turbulent Flow

A t high velocities, the liquid develops irregular 
whirling eddies, unstable yet continuously reforming, 
and the mean velocity is almost constant throughout the 
entire cross-section of the pipe. This is term ed tu r
bulent flow. The effect o f these conditions on  the flow 
of metal is rather significant. If the flow o f metal 
through a  runner system is lam inar o r  streamline, the 
thin film of metal solidifying on the sand walls will 
remain intact, because the velocity o f the flowing metal 
is practically zero along the wall. If  the flow o f  metal 
is turbulent, the film o f solidified metal will be partly 
detached by the metal flowing along it a t a consider
able velocity. Thus new metal is continuously coming 
to the surface o f  the stream, is oxidising and forming 
dross. A  diagram prepared by Ruff1’ (Fig. 2) represents 
the way in which individual particles of liquid metal 
may be imagined to move in a gate when subjected to  
turbulent conditions.

V max —  V e l o c i t y  o f  f l o w  a t  c o r e .

Vm — D i s c h a r g e  v e l o c i t y .

Vw ___  V e l o c i t y  o f  f l o w  n e a r  m ou ld  w a l l .

DA ------ D i a m e t e r  o f  f l o w  c h a n n e l .

D1  D ia m e te r  o f  i n n e r  f l o w .

. T h i c k n e s s  o f  s t a t i o n a r y  a o n e  
n e a r  m o u l d  w a l l .

F ig . 2. - T u r b u l e n t  M o tio n  o f  L iq u id  P a r t ic l e s  
(R u f f ).
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F ig . 3.— W o o d en  P a tter n  and  c o m p l e t e d  P la ster  
M o u l d .

I t  is obvious that the velocity of the metal flowing 
through a “ gate ” is im portant, but few investigators 
actually have made measurements o f molten metal 
entering a sand mould. I t usually has been assumed 
that formul® for the flow of w ater in pipes may be 
applied to molten m etals in moulds and a form ula 
often quoted is
V =  K2gh where V = velocity o f fluid in1 ft. per sec.; 
g = acceleration o f  gravity 32 ft. per sec. per sec.; 
h  =  height o f  reservoir in  ft.; and K = a constant.

Knowing the velocity of a fluid, its viscosity and the 
diam eter of the channel through which it is flowing, it 
is sometimes possible to  calculate w hether turbulent 
o r  streamline flow is occurring as expressed by its 
Reynolds number. According to Reynolds’ form ula 

Re =  D VP
fX

where D =  diam eter o f channel in ft.; V =  velocity 
o f fluid in ft. per sec.; P = density o f  fluid lb. per ft. , 
g — viscosity o f fluid in lb. per ft. per sec.; and Re =  
Reynolds’ number.

It has been found1 that for fluids flowing through 
pipes, if  the Reynolds value is less than 2,000, the flow 
will in  general be streamline, whereas if the value is 
greater than 2,000 the flow may be turbulent. The 
Reynolds value at which the flow changes from  stream
line to one of turbulence is known as the “ critical 
velocity ” of the stream. The critical velocity, related 
to the “ gate ” diam eter for cast iron and alum inium 
has been reported on by Lips.5 F o r a gate 4 in. dia. 
the critical velocity for cast iron would be approxi
m ately 0.16 ft. per sec., i.e., 2 in. per sec. This is an 
extremely slow-flowing stream  o f  metal, especially 
when compared with R uffs actual measurements made 
under foundry conditions.3 Using a down-gate of 
large cross-section with an ingate o f small cross sec
tion, he found velocities o f the order of 4 to 6 ft. per 
sec. _ This figure is higher than would have been 
obtained had a more rational ratio of down-gate and 
ingate area been used. A more probable figure is no 
doubt in the region of 1 to  2 ft. per sec. Even so, it 
appears quite evident that, from a theoretical point of 
view, molten metal flowing through norm al’ runner 
systems employed in the foundry is always flowing 
above the “ critical velocity ”  and is, therefore, in a 
turbulent condition.

II. PRACTICAL APPROACH
Although the theoretical aspect must be given atten

tion when considering conditions of flow of molten 
metal, it is obvious that much can be gained from 
practical observations. In an  endeavour to understand 
a little m ore clearly the flow of metal and itlhe basic 
principles underlying the various designs o f runner 
systems, the following work was undertaken and efforts 
have been made to collate the inform ation, as fa r as 
possible, to production problems.

In order that the path of m olten metal may be ob
served, a  transparent mould is the ideal tool. This as 
no t only expensive but also presents num erous technical 
problems. O ther m ethods have been suggested from  
time to time. F ry 1, whose outstanding Paper was pre
sented before the Institute o f British Foundrym en in  
1947, used sand moulds into which molten alum inium 
was poured. By using a  cine-radiography technique, 
pictures were obtained of the molten metal entering the 
m ould cavity. M ore recently, Johnson and Baker3, 
also using cine-photography have photographed molten 
steel ,running into mould cavities after passing through 
various runner systems. Whilst these methods have 
proved satisfactory fo r observing the flow of molten 
metal, it  was considered that the «results oould be ob
served using plaster as tlie mould material and mercury 
as «the «metal, since the problem s associated w ith fluid 
flow can be observed equally with any liquid.

Manufacture of Experimental Moulds
Wooden pa«tterns of 'half sections o f the various de

signs of runner systems were m ade and moulded in 
plaster «of paris (see Fig. 3). After withdrawing the 
pattern, a  glass p late was fastened to the plaster mould 
and m ercury was poured into the down-gate. In order 
to standardise the speed of pouring, a glass tube J  in. 
dia. by 18 in. long was arranged over the mouth of 
the down-gate and tilled with mercury (see Fig. 4). This 
was released and a  photographic record, using a stan
dard plaie cam era and an  exposure time of 1/300 see., 
was then made of the stream of metal entering the mould 
cavity.

F ig . 4 .— A r r a n g em en t  fo r  C a s t in g .
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Running M ethods

Tlhe two m ain methods of'in troducing molten metal 
into mould cavities, as practised by m ost foundrymen, 
a r e :— (a) bottom  running, and {b) top running. Bottom 
running methods have their advantages and disadvan
tages. The main advantage is that the metal can be 
introduced into the. mould in a tranquil m anner with a 
minimum o f turbulence. The principal disadvantage, 
in many instances, is that it interferes with the ideal 
“ directional solidification” which should commence at 
the bottom  o f  the casting and progress successively to 
wards the top where the final shrinkage is compensated 
by liquid m etal from  the gate o r risers. In many 
instances, the total height, o r other condition o f the 
mould forces the adoption of the bottom gate.

T op running methods arc, theoretically, the best way 
to fill a  mould since “ directional solidification” is 
assured, the m etal cooling progressively from the lower 
regions o f the mould to the risers. The main dis
advantage associated w ith this method of filling the 
m ould is th e  turbulent nature in which the metal enters 
the mould cavity. This is particularly so with some of 
the readily-oxidised alloys, e.g., aluminium bronze, man
ganese bronze, etc. It is owing to this and also the 
fact that the majority o f  foundrymen practise bottom- 
running methods m ore frequently, that the main interest 
of (this P aper is centred on the various ways and means 
was then made of the stream of metal entering the 
mould cavity.

M ETHODS OF BOTTOM  G ATIN G

Circular Cross-Gate
This system o f running with slight variations 

is the one most universally used for many types 
o f components and different metals. I t consists 
o f a single circular down-gate from the base 
o f which leads a cross-gate into the bottom  of the 
casting. In pouring the metal experimentally into such

F ig . 5.— In it ia l  F l o w  o f  M eta l  th r o u g h  C ir c u la r  
C r o s s  G ate .

F ig . 6.— M et a l  R is in g  in  M o u l d  C a v ity .

a  runner system it was apparent that the filling of the 
mould could be divided into two stages:

Stage 1.— Period o f m axim um  turbulence. This 
extends from  the commencement of pouring up to the 
instant when the metal attains the level AA, of the 
upper face o f the ingate. T he metal strikes the bottom  
of the down-gate and splashes across the oross-gaite, 
being distributed in the form  of rough jets (see Fig. 5), 
causing turbulence and oxide films.

Stage 2.— Period o f Agitation. As the metal ascends 
above the level AA, agitation and turbulence are gradu
ally reduced under the influence of the counter pressure 
of the metal (see Fig. 6), the m etal thereafter flowing 
quietly.

Circular Cross-gate Incorporating Turbulence Cushion

It is evident tha t running systems would be much im 
proved if  the period of maximum turbulence could be 
eliminated and the period o f agitation reduced to a  
minimum. As this is impracticable, o ther means must 
be resorted to, e.g., th e  use of cross-gates with a thick
ness as small as is permissible, to the exclusion o f all 
profiles in height (triangular, etc.). Another means, 
which can be practised satisfactorily, is the extension of 
the down-gate below th e  level o f  the cross-gate. This 
forms a well which contains the initial turbulent metal 
and  acts as a  cushion fo r the rem ainder o f the pour, 
thus allowing the metal to flow quietly into the mould 
cavity. This is observed in Fig. 7, where the metal is 
seen flowing in a tranquil m anner across the cross- 
gate.

C ircular Cross-gate Incorporating Strainer Core

In an endeavour to trap  dross in the gating system 
and thereby prevent it from  entering the casting, a 
strainer gate, consisting of a sand core containing a 
num ber of small holes, is often placed across the in
gate o r down-gate. It is also sometimes employed
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F ig . 7.— T u r b u l e n c e  C u s h io n  at  Ba se  o f  Sp r u e .

when a considerable volume of metal has to be in
troduced rapidly into a thin casting. In an effort to 
study the effect of the inclusion of this core in the 
runner system, two moulds were m ade :— (a) The 
strainer core was placed in the cross-gate in close 
proximity to  the casting, and (6) the strainer core 
was placed at the base of the runner cup.

It will be seen from  Fig. 8 that the strainer core 
placed in the cross-gate holds back the initial inrush 
of metal and allows, as would be expected, the metal 
to  flow through into the casting in a  series of small 
streams. These flow quite sm oothly with very little 
turbulence, whilst the strainer prevents all d irt and 
oxide from  passing in to  the mould cavity. Fig. 9 
show’s the effect of a strainer core placed a t the base 
of the runner cup. In this position, the strainer holds 
back the dross, oxide, dirt, etc., but the metal, on 
passing through, falls in a series of streams, creating 
a considerable am ount of turbulence at the base of 
the down-gate before flowing into the casting. Sum
marising these observations, Fig. 10 shows the various 
positions of strainer cores together with their effect 
upon the flow and cleansing o f the metal.

Horn-gate

The horn-gate appears’, a t first sight, to  be amongst 
the ideal methods of introducing metal in a tranquil 
manner into a  mould cavity. There are occasions 
when its use m ust be resorted to, e.g., where castings 
cannot be gated on the edge and conditions are such 
that top  running is inadvisable. t

The pattern for a true horn-gate is made to the arc 
of a circle and is tapered gradually from one end 
(adjacent to  the casting) to the other (which joins the 
down-gate). On pouring the metal into the down- 
gate, a considerable am ount of turbulence occurs and 
a fountain o r jet of metal shoots into the mould 
cavity (see Fig. 11). These findings agree with those 
of F ry1 and Johnson and Baker.5 Should this jet of 
metal produced by the horn-gate be directed against 
the wall of a mould or core, a decided disturbance 
takes place with a consequent formation of dross. 
This point must be continually borne in mind, 
especially when gating alum inium and aluminium- 
bronze castings.

A “ turbulent cu sh io n ” or “ w ell” was introduced 
at the base of the down-gate in an effort to minimise

the turbulence and also reduce the velocity of the 
stream of metal. T hat this partially achieved its 
object is shown in Fig. 12, the height of the jet being 
considerably reduced, and not broken into a series of 
individual streams as previously shown. Separating 
the down-gate from  the horn-gate by means of a 
cross-gate, produced a very-quietly-flow-ing stream of 
metal with a  minimum fountain effect (see Fig. 13).

Further efforts to study the various practical appli
cations of horn-gating were then made. Using the 
horn-gate to flow the metal into a small-diameter 
pillar gate, which was connected to a slit-gate before 
allowing the metal to  flow into the casting, produced 
a jet of metal almost the total height of the mould 
cavity (6 in.) (Fig. 14). Introducing a turbulence 
cushion at the base of the down-gate considerably 
reduced the velocity of the metal and hence reduced 
the inrush of metal, giving a quieter filling o f the 
mould cavity. (See Fig. 15).

It is commonly believed that reversed horn-gates 
pass metal with little or no turbulence. Using a 
reversed horn-gate flowing into a . pillar-gate as 
previously, a jet of metal was again evident but with 
reduced height. (Fig. 16). This also confirms the 
findings of Johnson and Baker5 when casting molten 
steel into sand moulds.

In casting many components, especially those cir
cular in shape, a ring runner is incorporated in the 
runner system1 before the metal is fed into the cross
gates in an effort to distribute the metal into the 
m ould cavity as evenly as possible. In order to ex
amine the effect of using horn-gates for introducing
the metal into the mould from  the ring runner, two 
moulds were m ade as. shown in Fig. 17.

For this experiment the mercury was poured into 
the mould in a steady stream from  a crucible. A 
general arrangement is shown in Fig. 18, part of the 
mould being cut away to facilitate photographing 
the result. Taking the horn-gates from the base of 
thb ring-runner, Fig. 17 (a), which is com m on foundry 
practice, the metal flowed initially through gates 1
and 2, and produced a slight fountain effect. Gates 
3 and 4 functioned some seconds later. (Fig. 19).
By raising the horn-gate until it was situated halfway 
up the wall of the ring-runner, Fig. 17 (b), a very 
even filling o f the mould cavity through the four 
gates was produced, no fountain effect being visible. 
(Fig. 20).

F ig . 8.— Str a in e r  C o re  nea r  M o u l d  C a v ity .
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F ig . 9.— Str a in e r  C o r e  at B a se  o f  R u n n er  C u p .

F ig . 12.— H orn  G ate  in c o r po r a t in g  T u r b u l en c e  
C u s h io n .

m e s o n  r»o * t w m

(a) fAl«

Vertical Double Pillar and Slit Gates

The vertical double pillar and slit-gate method '.of 
running and feeding is common practice in the mag
nesium foundry industry. It consists of a vertical
pillar or cylinder flanked fo r its entire height by a. 
narrow gate which leads into a pillar of smaller 
diameter, also flanked by a narrow  slit gate and 
thence into the casting. From Fig. 21, it will be seen 
that the turbulence cushion incorporated at the base 
of the large pillar accom modates the initial fall . of 
metal and the oxide skins thus formed collect and 
bind together at tha t point. If the vertical gate does 
not exceed 0.25 in. thickness there is very little risk 
of their being carried away. Obviously, the delivery 
of this runner is very slight a t the start. The rate

F ig . 10.— P o s i t i o n s  o f  S t r a i n e r  C o re s .

F ig . 13.— H o r n -g a te  and S p r u e  se pa r a t e d  by C r o s s  
F ig . 11.— J e t  o f  M e t a l  pr o d ù c e d  by  H o rn  G a te . G a t e .
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F ig . 15.— R e d u c e d  V elo city  o f  M e t a l  St r e a m  u s in g  
T u r b u l e n c e  C u s h io n  at B a se  o f  S p r u e .

F ig . 17.— R ing  R u n n e r  and H o r n -g a te s  f o r  C irc u la r  
C a s t in g s .

F ig . 16.— R e d u c e d  H e ig h t  o f  J e t  pr o d u c e d  by 
R e v e r s e d  H o rn  G a t e .

tages mentioned lose some of their value but safety, as 
regards freedom from  oxide inclusions, is practically 
assured.

W hen producing castings, a greater vertical drop for 
metal than 14 to 2 ft. is undesirable and it sometimes 
occurs tha t a cranked down-gate must be employed in 
order to introduce the metal into the mould. Consider
able turbulence occurs (see Fig. 22) with this type of 
down-gate and although the rem ainder of the runner 
system has some steadying influence on the flow of 
metal, the wisdom of employing this type of down-gate 
is open to question. The inclusion of a turbulence 
cushion at the base of each vertical fall produces a 
steadying influence on the stream of metal with subse
quently a much quieter flow and a minimum of turbu
lence (see Fig. 23).

Whirl-gates
A whirl-gate is a device to im part rotation to the 

liquid metal as it enters the system and by centrifugal 
force separates slag, dirt and oxide from the metal and 
produces a quiet flow of metal into the mould. In 
studying this type of runner, the ingate was arranged at 
an angle of 180 deg. to the sprue, Fig. 24 (a). The initial 
flow of metal ran through the gate into the casting 
before the whirl system could operate. In order to  elimi
nate this, the ingate was raised \  in. from the base of

F ig . 14.— H e ig h t  o f  J et  o f  M eta l  pr o d u c e d  by H orn  
G a te .

of _ delivery, however, later increases very raipidly, 
which fact is o f m ajor advantage, since considerations 
of feeding the casting require that the delivery should 
increase with the filling o f the mould. A nother 
advantage is that the hottest metal is always that 
which flows into the upper parts of the casting, as 
distinct from  the m anner of m etal supply in bottom- 
gate casting.

Pillar-gate running, therefore, combines all the advan
tages o f top-pouring and of bottom-pouring, w ithout the 
disadvantages. The pillar can itself be fed by top- 
or bottom-gate pouring. In the latter case the advan-



the m ain pillar (see Fig. 24b) so that the whirl became 
fully developed before metal entered the mould cavity.

Finger-gates
Finger-gates are usually employed to  distribute metal 

into a mould in a horizontal plane over a large area,
e.g., for flat plates, etc. The first effort to study the 
flow of metal using this runner system consisted of a 
norm al down-gate leading into a main channel from  the 
base of which four finger-gates led into the mould 
cavity. M ost of the metal entered the casting through 
the two fingers furthest from  the down-gate (see Fig. 25).
The two fingers nearest the down-gate functioned much 
later. This can be attributed to the metal striking the 
m ain channel at the bottom  of the down-gate and rush-
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ing along it at considerable velocity thus by-passing 
the two ingates near the down-gate. The practical sig
nificance of this point is tha t the velocity of the metal 
entering the casting is considerably increased since the 
effective ingate area is much less than the theoretical 
requirements.

In order to try and prom ote a more even distribution 
of the metal through the finger-gates, these were raised 
from  the base of the main channel to the half-way 
position in the hope that a reservoir of metal would 
build up and feed the four finger-gates, Fig. 24 (b). This 
was not successful, since the velocity of the metal still 
caused gates three and four to function before one and 
two. By cutting a turbulence-cushion at the base o f 
the down-gate, Fig. 25 (c), the initial velocity of the 
metal was reduced and the gates functioned simul
taneously.

These experiments were then repeated on circular 
moulds incorporating a ring-runner and very similar 
results were produced (see Fig. 26). (1) Leading the
finger-gates from  the base of the ring-runner, Fig. 26 (a), 
the first metal ran into the mould cavity through gates 
three and four. The metal ran down the down-gate, 
h it the bottom  of- the runner ring and flowed in two 
directions, meeting between gates three and four from

1

F ig . 18.—-Ar r a n g em en t  fo r  P o u r in g  R in g  R u n n e r  
M o u l d s .

F ig . 19.—G a t e s  n ea r  S p r u e  o pe r a t in g  I n it ia l l y .

which it then proceeded to fill the mould cavity (Fig. 27).
(2) This procedure was repeated with the ring-runner 

cut deeper, the finger-gates being then in a  raised posi
tion, Fig. 26 (6). The object was to fill the ring-runner 
to give more even feeding through the four gates. The 
result, as previously, was not successful. By placing a 
turbulence pad at the bottom  of the down-gate, as 
shown in Fig. 26 (c), the velocity of the metal entering 
the ring-runner was minimised and gave equal distribu
tion of the metal through the four gates (Fig. 28).

D uring all these investigations it was noted that when 
metal was poured into moulds which were not well 
vented, it flowed in a less turbulent m anner than when 
the moulds were well vented. Foundrym en seem divided 
into two schools of thought when the venting of moulds 
is discussed. Some advocate that all risers should be 
left open to allow the gases, air, steam, etc., a free exit 
to the atmosphere. Others are adam ant in stating that 
the risers should be covered to create a slight pressure in 
the mould, thus giving a  quieter flow and less washing 
action by the molten metal on the surface of the mould.

It is interesting to note that F ry ' observed a greater 
tendency fo r gas bubbles to be present in a casting which 
was vented, than one which was not. This may be 
connected with the same problem. A nother pointer 
is mentioned by Dwyer5 citing F . W. Paine, who intro
duced a system of pressure casting with highly-gratifying 
results. His method was to horn-gate Q-in. dia. o r sq.) 
the metal into the casting, to use no risers, but to employ 
a 1.0 in. dia. sprue extended 15 to 25 in. above the top 
of the casting. By this means, solid and hollow bushings 
up to 18 in. long were made, elevator blanks and valve 
seats 20 to 30 in. dia. and weighing as much as 650 lb. 
were also produced.

Pouring Speeds and Dimensions of Ingates
Coupled with the problem of designing runner systems 

to minimise turbulent flow is the question of sizes of 
gates and pouring speeds. If  the rate of delivery of 
metal from the various diameters o f down-gates, together 
with height of fall were accurately known, it would be 
possible to determine reasonably accurately the total 
ingate area required to run particular castings o f reason
ably even section. Some writers (Janco,7 F aber and 
D oll“, Benkoi". etc.) have tried to establish a  form ula 
fo r determining the size o f gates for a certain metal in 
relation to the weight of the castings.
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F ig . 22 .— T u r b u l e n c e  in  C r a n k e d  D o w n  G a te .

Size o f the Gate.
(а) T he thickness of the gate should be slightly 

larger than the wall thickness of th e  casting where the 
gates are  placed, so that the gate will feed the casting 
during solidification.

(б) The width of the gate should be about three 
times the  thickness of the gate.

(c) The length o f the gate should be slightly larger 
■than th e  width o f the gate.
N um ber o f Gates.

T he space between th e  gates should be twice the 
width o f the gates, Which will determine the number 
of gates to be applied.
The Runner.

T he cross-sectional area of the runner should be the 
sam e as the total cross-section o f the gates to  keep the 
same volum e of m etal in  the runner as there is in  the 
gate. T he runner should be three o r four times as 
high as it  is wide so as to trap oxide, etc.
The Sprue.

T he cross-sectional area o f  the sprue should be half 
to one quarter the to tal area o f the gates. The size 
o f the sprue determines the pouring times.

However accurate calculations may be, it is obvious 
tha t some latitude and variation from  ideal conditions

F ig . 20.—-G a te s  O pe r a t in g  S im u l t a n e o u sl y  w h e n  in  
R a ise d  P o s it io n .

According to  Measkotvski10, a  quietly-flowing gate 
system for cast iron should have a  ratio o f sprue to 
cross-gate to  in-gate of 4 :3 :2  if the flow is unidirec
tional. If the flow is divided in the cross-gate, then 
the ratios are  8 :3 :2  (Fig. 29). Cristello11 offers the 
following general rules as being the most suitable guide 
■when finger-gating fo r magnesium alloys (Fig. 30).

F ig . 23.— Ste a d y in g  I n f l u e n c e  o f  T u r b u l e n c e  
F ig . 2 1 — V er t ic a l  D o u b l e  P illa r  a nd  Sl it  G a t e s . C u s h io n s  a t  B a se  o f  each  C ra nk .
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F ig . 26.— A r r a n g em en t  o f  R in g  R u n n e r  and  F in g er  
G a t e s .

(usually expressed as rise of metal in the mould per 
second). An average speed o f  pouring fo r m ost large 
castings is equivalent to approximately one inch rise 
of metal in the m ould per second, but for light sec
tions it is comm on foundry practice to ensure a much 
higher pouring rate. Probably, the point which dom i
nates pouring speeds is “  pour sufficiently slowly to 
avoid the form ation o f oxide and dross, but with 
sufficient speed to perm it the correct feeding o f the 
casting.” In the case o f flat castings, and those of no 
great thickness, reconciliation of these conflicting con
ditions is simple, but it may become impossible as 
castings become heavier and more especially as they 
become greater in height. The difficulty is partly over
come by creating a progressively increasing delivery 
of metal from  the moment the molten metal has 
reached a safety level in the mould cavity, i.e., when 
the period o f  agitation is a t a  minimum.

Conclusions and Discussion
(1) It is evident that any arrangement for pouring, 

to be certain of success, should not allow anything 
to enter the mould other than physically sound metal. 
Dross and  oxide inclusions are caused by turbulence 
in pouring where, as has been shown, the stream of 
m olten metal, by a process of multiplying and rup
turing, increases the oxidisable surface and facilitates 
the transportation of the oxide film. This turbulence 
is dependent upon the speed acquired by the metal 
and its effect is particularly intense (a) a t the base 
o f  the sprue, where the velocity is at a maximum and

F ig . 24.— W h ir l  G a te s  (180 d e g .).

are necessary, e.g., sm all parts with th in  sections cause 
rapid cooling o f the metal, the delivery (rate o f pouring) 
and hence the cross-sectional area o f the in-gates, must 
be double o r treble those used for an ideal medium- 
size casting o f reasonable section (-) in.). A t the o ther 
extreme (heavy and thick castings), delivery may well 
be reduced by. a  half. T he fact that a casting must be 
successfully run  has probably led to  the use of gates 
that are m ore than adequate, thus producing increased 
turbulence in the stream of metal entering the mould 
cavity.

Pouring Speeds

T he question of pouring speeds is also a measure 
of control for minimising turbulence in  the runner 
system. As shown from  the photographs illustrated 
earlier, m etal travelling a t a  high velocity can produce 
excessive turbulence. Slow pouring rates, whilst re
ducing turbulence, are no t always practicable, especially 
when producing castings of thin section. A  form ula for 
determining the duration of pouring for certain weights 
o f cast iron components has been proposed by D ietert1’ 
and m ay be applicable to other metals. According to 
Dietert, the pouring time in sec. is S * /W  where 
W  =  weight of casting in lb. and, S =  constant depend
ing upon thickness o f section, e.g., 1.1 fo r 7 ¡16 to 9/64; 
1.25 for 10/64 to 20/64 and, 1.5 for 21/64 to  39/64 
section.

Formulte are also given for the effective sprue height 
and area of the choke.

It is obvious that the section thickness of a casting 
must be considered in relation to  the, pouring rate

F ig . 25.— A r r a n g em en t  o f  F in g er  G a te s  a nd  T u r b u - F ig . 27 .— G ates 
l e n c e  C u s h io n .

FURTHEST FROM SPRUE OPERATE
I n it ia l l y .
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F ig . 28.— G a te s  O pe r a t e  S im u l t a n e o u sl y .

where the energy of the flowing metal is liberated by 
its impact against the base which causes rupture 
o f the vertical jet and its projection in all directions 
(see Fig. 5); (b) a t  the cross-gates, where the velocity 
remaining is favourable to the form ation of jets 
which impinge against the cores and walls of the 
m ould and are favourable to the form ation of oxide 
films.

(2) Although little practical evidence is available, 
it appears that m etal flowing through most runner 
systems is in a state o f turbulent flow when con
sidered from a theoretical aspect. The most im por
tant point lies in designing runner systems which 
•reduce the velocity of the stream o f  metal, thus lead
ing to a more quiet and tranquil flow and avoiding 
sharp angles and abrupt changes in the direction of 
flow. The stream of metal should be guided, where 
possible, tangentially to the vertical walls of the 
moulds o r cores so as to  suppress the im pact shock.

(3) Top-gating, although practised to advantage on 
occasions, is the method norm ally producing the 
m aximum am ount o f turbulence.

(4) Bottom-gating, using the methods commonly 
employed, offers the best possibilities for quietly fill
ing* the m ould cavity. From  the tests conducted, the

(*i 8 : 3 : 2

F ig . 29.— Q u ie t l y -F l o w in g  G ate  f o r  C a st  I ron  
(M e a s k o w s k i).

F ig . 30.— F in g e r  G ating  a M a g n e siu m  C a stin g
(C r is t e l l o ).

inclusion of a well o r turbulent cushion a t  the 
base o f the sprue seems to reduce the velocity of 
the stream of metal entering the m ould and  mini
mises turbulence and could with advantage be incor
porated more regularly in practice.

(5) There is no general rule or form ula as yet 
which can be applied to a casting for determining 
the size of gates and the pouring speeds. These are 
left to the foundrym an’s discretion based upon funda
mental principles and past experience.

Future Work
T he w ork outlined in  this article is considered to be 

of an elementary and prelim inaiy character. It is 
obvious that it could be enlarged considerably. At 
least it has confirmed some already-known phenomena 
and given added enlightenment (certainly to the Author) 
on others. Future investigations should take the form 
of determining the rate of delivery of various' d ia
meters and shapes of down-gates for the different 
alloys cast. The velocity of the m etal entering the 
m ould cavity should then be accurately m easured when 
using the accepted gating systems.

T he A uthor expresses his thanks to the Bristol Aero
plane Company, Limited, for facilities to carry out this 
work and for permission to publish the results; to Mr.
C. K napp for his interest shown, and to Mr. D. E. 
Priday for the photographs.
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Institute o f  British Foundrym en
Election of New Members

A t a meeting of the Council of the Institute of 
British Foundrym en, held at the G rand Hotel, Bristol, 
•on Saturday, April 15, the following were elected to 
the various grades of m em bership: —

FIR ST LIST
A s M em bers

R. M. Ainsley,* chemist and metallurgist, N oble & 
Lund, Limited, Felling-upon-Tync; J. F. Cox, direc
tor, John F. Cox & Company, Kent; E. G. Evans, 
general manager, Tyseley Foundry, Limited, Birming
ham; A. P. Gilbert, foundry manager, Sheffield Smelt
ing W orks Company, Limited, Sheffield; A. C. 
H oward, foundry superintendent, Staveley Iron & 
Chemical Company, Limited; F. W. Howard, pattern- 
shop superintendent, Qualcast (Ealing Park), Limited, 
London; A. Jackson,* works manager, G arton & King, 
Limited, Exeter; E. O. Lissell, M.Sc., chief of foundry 
division, Federation of Swedish Mechanical Engineer
ing Industries, Stockholm, Sweden; C. Meredith, 
foundry manager, Tangyes, Limited, Smethwick; J. R. 
Park, F.I.M ., works metallurgist, Bradley & Foster, 
Limited, D arlaston; F. J. Pittaway,* foundry manager, 
Noble & Lund, Limited; W. C. Simpson,* foundry 
sales representative. Steel Sales Company, Limited, 
Johannesburg; O. Sotirakis, technical manager, Isola 
S.A., by Athens; F. G. E. Westley, foundry manager, 
Barton Conduits, Limited, Walsall.

A s Associate Members
F. Adamson, foreman moulder, T. Carling & Com

pany, Limited, Bolton; G. Biggin,* foundry superin
tendent, W. H, D orm an & Company, Limited, 
Stafford; A. C. Carr, foundry foreman, British En
gines, Limited, Newcastle-upon-Tyne; J. P. Charlton, 
chargehand patternm aker, Tyne M etal Com 
pany, Limited, Hexham-upon-Tyne; H. E. Comins, 
L.I.M., technical assistant to foundries manager, 
Ruston & Hornsby, Limited, Lincoln; F. J. Deeks, 
technical assistant, J. Stone & Company, 
Limited, London; L. Dobic, non-ferrous moulder, 
British Engines, Limited; D. Hadfteld, B.Sc.(Eng.), 
manager of research and development laboratory, 
Swift Levick & Sons, Limited, Sheffield; R. Haseldine, 
patternshop chargehand, Harrison M cGregor & Guest, 
Limited, Leigh; A. E. H unt, assistant works manager, 
Saunders Valve Company, Limited. Cwmbran, Mon.; 
J. G. Gibson,* assistant engineer, James Smethurst & 
Son, Limited. W arrington; J. R. B. Lloyd, B.A.(Hons.). 
personal assistant to  works manager, F. H. Lloyd & 
Company, Limited, ‘Wednesbury; B. Longstaffe, 
pattern manager, Sykes & H arrison, Limited, Bangor; 
G. K. M acdonald, "foreman patternm aker, Chadburns 
(Liverpool), Limited, Aintree, Liverpool; J. Meredith, 
chargehand moulder, Tangyes, Limited; L. C. Neal, 
chief draughtsman. J. Fowler & Company, Limited, 
Doncaster; J. Pallett, technical representative. Sand- 
wcll Casting Company. West Bromwich; F. R. Pell, 
metallurgist, Hayward-Tyler & Company, Limited. 
Luton; H. R. Perkins,* sales representative. M idland 
M otor Cylinder Company, Limited; R. C. F. Pinkney,* 
metallurgical chemist, Reavell & Company. Limited. 
Ipswich; I. Price, brass m oulder, Lancashire Steel C or
poration, Limited. Irlam ; H. Shaw, joint managing 
director, W. E. Cox & Company, Limited, Sheffield,

* Transferred.

A. B. Sidey, foundry foreman, S.A.R. & H. 
W orkshops, Cape Town, South Africa; B. R. Sinclair, 
chief draughtsman, British Bath Company, Limited, 
Greenford; D. G. Squires, chargehand, K. & L. Steel- 
founders & Engineers, Limited, Letchworth; G. H. 
V arrelman, foundry foreman, F. H. (Newcastle), 
Limited, Newcastle-upon-Tyne; W. D. G. Venn, 
foundry foreman, G arton & King, Limited; P. Vaccari, 
assistant works manager, Westinghouse Company, 
Torino, Italy; E. J. Whitehouse, senior instructor,
F. H. Lloyd & Company, Limited, W ednesbury; J. H. 
Williams, casting inspector, H olm an Bros., Limited, 
Camborne; T. Williams, moulder, Richard Thomas & 
Baldwins, Limited.

A s Associates (over 21)
M. Anjaneyulu, assistant metallurgist, Burn & Com

pany, Calcutta; R. H. Bracewell, metallurgical 
chemist, Sterling M etals, Limited, Coventry; S. J. 
Heritage, foundry apprentice, British Piston Ring 
Company, Limited, Coventry; V. Hocking, journey
man moulder, Ferranti, Limited, Hollinwood; A. M. 
Hounam, patternshop forem an, N orthern Pattern- 
making Company, Limited, Gateshead; H. E. A. 
Noble, engineering student, N oble & Lund, Limited; 
W. Pickering, journeym an moulder, Ferranti, Limited; 
J. Reeves, loose-pattern moulder, Ferranti, Limited; 
A. C. Roy, foundry apprentice, Indian Iron & Steel 
Company, Limited, Kulti, India; D. Stanley, labora
tory assistant (iron foundry), Sterling Metals, Limited:
G. E. Thorley, pattern draughtsm an, Ford M otor 
Company, Leamington Spa; W. G. Tweddle, m etallur
gical chemist. Sterling Metals, Limited.

A s Associates (under 21)
S. D. Apsley, laboratory assistant. Sterling Metals, 

Limited; F. W. Beesley, laboratory student, Sterling 
Metals, Limited; J. Bensley, apprentice patternm aker, 
British Engines, Limited; S. Charlton, apprentice 
patternm aker, British Engines, Limited; B. E. Cooke, 
foundry apprentice, Alfred Herbert, Limited. 
Coventry; P. L. Cunneen, patternm aker, Loverock & 
M orton. Brierley Hill; R. S. Hill, foundry apprentice, 
Beech Hill & Company, Limited, West Bromwich; 
I. D. Jones, apprentice moulder, E. Davies, Shrews
bury; D. S. Kittle, laboratory assistant, Sterling 
Metals, Limited; T. P. Speight, laboratory assistant, 
Sterling Metals, Limited; G. R. Phillips, apprentice 
patternm aker, Daimler Company, Limited, Coventry.

SECOND LIST

A s Subscribing Firm M embers
J. H. Rothwell & Company, Swinton. Lancs. 

(Representative: E. Dyson); Standard Brick & Sand 
Company, Limited, Redhill, Surrey.

A s  M em bers
L. Buckley,* foundry manager, Newman. H ender & 

Company, Limited, W oodchester; N. G. Cadman, 
M .I.M ech.E., deputy works manager, W estinghouse 
Brake & Signal Company, Limited, Chippenham ; 
L. W. Cleaver,* director, Kelly & Cleaver, L :mited, 
London; W. Coleman, foundry foreman. Tiverton 
Foundry Company, Limited. London: A. I. Donaldson,* 
foundry superintendent, Davy & U nited Engineering
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Company, Limited, Sheffield; E. Dyson, manager, 
J. H. Rothwell & Company, Swinton; H. Foster,* 
apprentice supervisor, Cochrane (M iddlesbrough) & 
Company, Limited; F. H. Kelly, director, Kelly & 
Cleaver, Limited, London; E. A. G. Liddiard, direc
to r of research, Fulm er Research Institute, Stoke 
Poges; C. S. Phillpotts, foundry superintendent, Tuber- 
ville Bros., Limited, West Bromwich; F. P. Robinson, 
foundry manager, Hamworthy Engineering Company, 
Limited, Poole, Dorset; J. E. Scott,* assistant sales 
m anager, English Steel Corporation, Limited, Sheffield;
A. T. Timms, production m anager (foundry), 
Vickers Armstrongs, Limited, Newcastle-upon-Tyne; 
D. A. Ulyatc, foundry manager, Union M etal W orks 
Pty., Limited, Germiston, South Africa; J. A. Well- 
ings,* branch manager, High Duty Alloys, Limited, 
Slough.

A s Associate M embers
A. Allcock, foundry foreman, M idland Electric 

M anufacturing Company, Limited, Birmingham; T. A. 
Aveline, regional foundry forem an, M idland Electric 
M anufacturing Company, Limited; C. Berry, crafts
man moulder, J. Berry, Limited, Swinton; R. M. 
Cleaver, fettler, Kelly & Cleaver, Limited; F. Clymer, 
foundry methods engineer, F. H. Lloyd & Company, 
Limited, Wednesbury; J. Dale, foundry foreman, T. 
& T. Vicars, Limited, Earlestown; A. C. Daniels, 
student, N ational Foundry College, W olverhampton;
H . H. Dickson, technical representative, H eaton 
Foundry Company, Limited, Newcastle-upon-Tyne; 
M. J. D oran, loam moulder, English Electric Com 
pany, Limited, Rugby; R. Dulche, managing direc
tor, Fonderic de St. Genevieve, par Vernon; J. Grice, 
foundry methods engineer, Tangyes, Limited; J. Good, 
assistant foundry manager, C urran Steel, Limited, 
Cardiff; G. L. Harrison,* student, W orshipful Com 
pany of Founders; J. H. H. van Huyssteen, pupil 
engineer, U.S.C.O., South Africa; S. T . Keep, foreman 
patternm aker, W. H. Allen & Sons, Limited, Bed
ford; J. M artland, head foundry foreman, Manganese 
Bronze & Brass Company, Limited, Birkenhead; L. C. 
M atthews, patternshop foreman. Alliance Foundry 
Company, Limited, Luton; R. W. Mousley, director, 
Leamington Pattern M aking Company, Limited; J. 
Musson, chief inspector, F irth Vickers Stainless Steels, 
Limited, Sheffield; T. Ogden, foundry service engi
neer, Ferranti, Limited; W. E. Riddy, foundry fore
man, W. H. Allen & Sons, Limited; E. L. Robinson, 
L.I.M., chief metallurgist, Treharne & Davies, Limited, 
Cardiff; B. K. Sanyal, assistant to foundry manager, 
K um ardhubi Engineering W orks, India; R. C. Siddall, 
L.I.M., foundry technician, L. G ardner & Sons, 
Limited, Patricroft; A. Smith, assistant to foundry 
manager, Howard & Bullough, Limited, Accrington; 
R. Stanton, foundry inspector. J. Stone & Company, 
Limited, Charlton, London; W. D. Starkey, student,
F. H. Lloyd & Company, Limited, W ednesbury; K. C. 
Stokes, planning, estimating and ratcfixing depart
ment, Daimler Company, Coventry; C. W. Stuart, 
foundry superintendent, J. Stone & Company, Limited;
D. J. Winfield, technical representative, British Roll- 
makers C orporation, Limited, W olverhampton; K. W. 
W insor, director and general production manager, 
Commonwealth Industrial Gases (Electric Section), 
Victoria, Australia.

A s Associates (over 21)
S. Cox, iron moulder, N orth Eastern M arine Engi

neering Company, Limited; J. A. Daintith, moulder,

* Transferred.

E. Newell & Company, Limited, Doncaster; J. D. 
Flynn, moulder, C. A. Parsons & Company, Limited, 
Newcastle-upon-Tyne; D. M. Grounds, foundry 
metallurgist, M idland M otor Cylinder Company, 
Limited, Birmingham; R. J. Hancock, coremaker, 
C. W. T aylor & Son, Limited, South Shields; P. G. 
Cusworth, assistant works manager, H enry Edie, 
London.

A s Associates (under 21)
G. D. Baxter, apprentice draughtsm an, British 

Engines, Limited, Newcastle-upon-Tyne; G. Duckett, 
student foundry apprentice, F. H. Lloyd & Company, 
Limited, W ednesbury; G. Singh, student, N ational 
Foundry College, W olverhampton; P. A . Smith, 
apprentice moulder and coremaker, Reavell & Com
pany, Limited, Ipswich.

T H IR D  LIST

A s M em bers
W. G. Calder, director and works manager, Keith 

Blackman, Limited, A rbroath; A . Caldcrbank, 
designer, D ustproof Industrial Clothing Company, 
Denton; J. D. Currie,* chief chemist, Enamelled Metal 
Products C orporation, Limited, Leven, M. Hay, 
general manager, Scottish W orks, A. Cohen & Company, 
Limited, Glasgow; M. J. Hayden,* senior foundry 
forem an, Allied Ironfounders, Limited, W aterford, Eire;
C. W. Hicks,* foundry metallurgist, Rolls Royce, 
Limited, Derby; T. R. Miller,* foundry superintendent, 
Babcock & Wilcox, Limited, Renfrew; D. S. Whyte, 
managing director, W hyte & Edward (Metals), Limited, 
Dundee.

A s Associate M em bers
G. H . Bhilotra, university student at John Brown & 

Company, Limited, Clydebank; T. Canlin, moulder, 
Pickersgill & Frost, Limited, Langley Mill, Notts.;
D. G . Corns, forem an moulder, Stanton Ironworks 
Company, Limited; A. M. Craig, head forem an 
(brass foundry), Glenfield and Kennedy, Limited, 
K ilm arnock; L. Fernley, draughtsman, English 
Steel C orporation, Limited, Sheffield; J. B. Gray, 
head foreman (light iron foundry), Glenfield & 
Kennedy, Limited, K ilm arnock; J. D. Hill, B.Sc., 
metallurgist, John G ardem  & Company, Ripley, Derby; 
L. Jepson, foundry foreman, Greenside Foundry Com
pany, Limited, near Sheffield; T. M acdonald, sales 
representative, Carntyne Steel Castings Company, 
Limited, Renfrew; M. L. M ukherjee, graduate engi
neer, Babcock & Wilcox, Limited; P. E. Roberts, 
draughtsman (foundry products), English Steel C or
poration, Limited; A. Sumner, foreman wood pattern
maker, Sheepbridge Engineering Company, Limited, 
Chesterfield; W. Taylor, head forem an (heavy iron 
foundry), Glenfield & Kennedy, Limited; J. D. Thom, 
managing director, Thom , Lam ont & Company, 
Limited, Paisley.

A s Associates (over 21)
W. D. Hamilton, metallurgist, Cam eron & Rober- 

ton. Limited, K irkintilloch; J. Macleod, heavy floor 
moulder, H arland & Wolff, Limited, Glasgow; N. A. 
M acQuarrie, metallurgist, Renfrew Foundries, 
Limited, Glasgow; R. A . F. Page, inspector, iron cast
ings, Barnards, Limited, Norwich; Miss V. J. Russell, 
metallurgical student, S. Russell & Sons, Limited, 
Leicester; K. L. Shanks, trainee executive, Shanks & 
Company, Limited, Barrhead.

A s Associates (tinder 21)
P. L. Nice, metallurgical apprentice, Reavell & 

Company, Limited; J. Rice, apprentice metallurgist, 
Babcock & Wilcox, Limited, Renfrew.
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Q eyeland Foundry Show Exhibit
New British Turnover Moulding Machine

A  British-made moulding machine incorporating a 
num ber of special features will be exhibited a t the 
Foundry Congress and Show of the American Foun- 
drym en’s Society to be held a t Cleveland, Ohio, from 
M ay 8 to 10. Known as the “ B .T .l,’’ it is an oil- 
operated turnover-type machine with pneumatic joit- 
squeeze, vibrators and pattern draw. The design has 
been evolved from  a long line o f successful turn
over types m anufactured by the British M oulding 
Machine Company, Limited, a t their Weston Works, 
Faversham, Kent.

A t Cleveland, the m achine will be engaged on the 
production o f dem onstration moulds for brake-drums 
and similar castings involving deep-draw green-sand 
moulding. It is expected that considerable interest will 
be aroused and all possible steps are being taken to 
bring the machine to the attention of American and 
Canadian foundrymen. Such is the importance 
attached to these dollar m arkets tha t two members of 
the company, Mr. V. L. Cashmore and Mr. H. J. 
Bullock, are visiting the States and will be present at 
Cleveland to demonstrate the new machine which, it is 
understood, is already virtually sold.

The British M oulding Machine Company, Limited, 
have been making turnover-type machines for about 
twenty years. All their knowledge and experience have 
been devoted to the production of a machine capable 
o f eliminating the maintenance troubles which can be 
so annoying, especially in a mechanised foundry. They 
believe that they have now succeeded in evolving a 
machine which should be capable of maintaining its 
efficiency and accuracy with minimum trouble during 
many year's of heavy work. Throughout the design, 
emphasis has been laid on strength, simplicity, and—  
above all—c ase 'o f maintenance.

T he development o f the B.T. type o f  moulding 
machine has taken eight years. The first prototype was 
built in 1942 and  was immediately subjected to a series 
o f gruelling tests in various well-known iron and steel 
foundries, after which it was returned to the m anu
facturers for examination. A second prototype was 
then put through the same sequence o f  testing, strip
ping down and modifying. A third prototype was pro
duced in 1946 and this time three machines were built. 
These were installed in a mechanised foundry produc
ing up to 900 parts per machine per day. Further 
refinements were made and many improvements were 
effected before the final model was jigged-up for pro
duction this year. All five of the earlier prototypes 
after examination were returned at the customers’ 
request and are still in daily use.

Special Features
Special features of the machine, which is illustrated 

in Fig. 1, include fully streamlined construction, built-in 
a ir filters, autom atic lubrication, push-button controls, a 
patented fully-automatic pneumatic anvil, a continuous- 
type turn-over sprocketed chain, and easy mould re
moval. N ot only is the machine streamlined to pre
vent the accum ulation of dust and dirt, but all parts 
are highly finished fo r the same reason. Thus the 
machine is easy to keep clean, which is an im portant 
consideration in a foundry. To overcome the troubles 
caused by cracked or corroded ferrous pipes and 
fittings, all pipes in the machine are of brass.

The swing arm  operates on particularly ample bear
ings which combine absolute rigidity during squeeze 
and pattern draw  with smooth and effortless movement.

The head itself is split fo r ease 
of adjustment and guards have 
been fitted to exclude sand 
from the adjusting screw. An 
im portant feature is the com 
bined handle and locking 

lever, which enables the head to be swung round with 
one natural movement, whether the machine is in  the 
upright or the inverted position.

Inside the trunnion housing, completely protected 
from  dust and sand, is the oil-operated turnover 
mechanism, which incorporates such notable features as 
a double sprocket chain, so arranged as to ensure an 
equalised tension and  prevent damage or accident even 
when the machine is negligently used. The turnover 
cylinders are hone-finished and the piston heads are 
always immersed in oil, so that the replacement of 
packings is unnecessary over many years’ service. Fitted 
to the trunnion housing at the rear end is the main 
lubricator, which is o f an entirely new and patented 
type and ensures a  consistent supply of oil to  all air- 
operated parts o f the machine.

The jolt-, squeeze- and pattern-draw mechanism s are 
contained in the main cylinder and are controlled by 
three valves positioned on the front o f the cylinder. 
All three valves are “ push-button ” controlled by 
means o f three steel striking levers which can  be oper
ated by the slightest pressure of one finger. Yet the 
valves themselves will suffer no damage if the levers are 
struck with a shovel o r otherwise ill-used.

One o f the most im portant features is the patented: 
pneumatic anvil, previously mentioned, which auto
matically lifts the entire jolt unit during turnover 
operations, but allows it to rest solidly on the base-

Fig. 1.—T h e  B.M.M. T y pe  B.T.l w h ic h  is  b ein g  
s h o w n  on  Sta n d  1203 at  t h e  C l e v e l a n d  E x
h ib it io n  o f  t h e  A m er ic a n  F o u n d r y m e n ’s  So c ie t y .
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Neiv Turnover Moulding Machine
plate when jolting. Any sand which falls on to the 
anvil plate when the machine is turning over is auto
matically blown clear when turning back. The jolt 
stroke is long and the impact is positive. I t  is note
worthy that the three guide rods do not jolt up and 
down with the table but are brought into use only with 
the pattern draw.

Consistency in the quality o f the moulds produced is 
ensured by a jolt timer, which can be set to stop 
autom atically at any desired num ber of jolts. The 
timing mechanism is securely housed in the column, 
but the adjustment is quickly and easily made from 
the outside by turning a knurled knob. This very 
robust device is particularly valuable, since it entirely 
eliminates the human element. There is a correct num
ber o f jolts for every pattern, which can readily be 
found by making a few trial castings. It is strongly 
recommended that this information should then be 
recorded on the pattern so that the autom atic tim er can 
be pre-set accordingly.

Operational Sequence

A fter the moulding box has been filled with sand 
the left-hand valve lever is pressed down to com
mence jolting. This operation ceases autom atically at 
the desired number of jolts. The right-hand lever is 
then pressed down for the squeeze and the turnover 
valve lever moved with the foot. As the machine 
reaches the inverted position the (now) right-hand knob 
is pressed down for the vibrator and the left-hand one 
pressed to start the pattern draw. As soon as the 
pattern is clear o f the mould, the vibrator is allowed 
to stop by the release of the valve lever and the 
central valve lever is pulled forward for the fast pattern 
draw. A fter removing the mould the turnover lever 
is reversed and the cycle is repeated.

H itherto, this type of turnover machine has not 
been popular in the United States, though machines 
of the same basic principle are to be found in almost 
every E uropean country. Advantages claimed fo r the 
turnover machine are that the necessity for hand 
ramming is eliminated by the powerful squeeze motion, 
which also makes it unnecessary to clam p the boxes, 
and also that the operator does not require to change 
his position throughout the entire cycle of operations.

T he “ B.T.l ”  represents the achievement o f the 
company's ideal. It is not claimed that it will set up 
new records in speed of output, but the m anufac
turers arc confident that its high standard of depend
ability will be a  valuable asset, particularly in mecha
nised foundries which can be seriously disorganised by 
the breakdown of a single machine. The complete 
elimination of the hum an element has also been virtu
ally achieved. Orders for the new machine have 
already been placed by a num ber o f well-known 
foundries.

Foundry Training in W alsall
Some 50 per cent, of W alsall’s foundry owners have 

agreed to support a new industrial training scheme. The 
scheme was formulated by the W alsall Foundry Joint 
Recruitment & Training Committee and embraces both 
ferrous and non-ferrous industries. The foundry owners 
have agreed to release young workers for training at the 
W alsall Technical College w ithout loss o f pay for at 
least one day a week, and for four weeks each year 
for more intensive instruction at the Foundry Trades 
N ational Centre at West Bromwich.

Brass-foundry Team  for America
T he productivity team from  the British brass-foundry 

industry which is visiting American installations sailed 
from Southam pton on A pril 21. In  a six-weeks’ tour 
it hopes to obtain a thorough insight into American 
processes of casting and m anufacturing the exceedingly 
wide range of the industry’s products. The team 
returns in the M auretania, sailing on June 6.

The American brass-foundry industry has machine 
tools and machinery methods which are well worthy of 
study and, in addition, the team will look into Am eri
can methods of production control, factory layout, 
packaging and marketing. In this country in recent 
years, there have been changes in production and 
many brass parts, formerly cast, are now made by hot 
pressing and die-casting operations. Developments of 
these processes in the United States are likely to be of 
much interest to those o f the team whose firms are 
members of the N ational Brassfoundry Association. 
They will also have a strong interest in machining and 
finishing methods, including polishing, electro-plating 
and chemical finishes.

O ther members of the team, whose firms are mem
bers of the Association o f Bronze and Brass Founders, 
are mainly interested in the production of all types of 
engineering castings such as centrifugal pump casings 
and impellers, reciprocating pumps, castings for all 
types of prime movers and engines, bearings, marine 
propellers, hydro-electric equipment, chemical and oil- 
refining plant. They are concerned in the production 
o f castings up to  30 tons. All developm ents connected 
with copper-base alloys such as phosphor-bronze, alu
minium bronze, bearing bronzes, gunmetal, acid-resist
ing bronze, and other special bronzes will come w ith in . 
the scope of their inquiries as well as research work 
on new alloys.

In Britain’s economy, the brass and bronze founding 
industry is im portant not only because of its size—it 
employs about 30,000 people— but also because of the 
variety o f essential purposes to  which its products are 
applied in the home, in every sort of craft afloat, and in 
industij.

During its preliminary tour in this country the 
team has seen crafts which have been carried on con
tinuously in the same place for two hundred years. But 
two hundred years is only a  short span in the life of an  
industry which is one of the oldest manufacturing 
industries in the world and had reached a high stan
dard of craftsm anship in Chaldea five thousand years 
ago. The arrangements for the tour in America have 
been made by the Anglo-American Council on P ro 
ductivity. _________________

New All-carbon-linetl Furnace
An all-carbon-lined blast furnace was blown in at the 

Scunthorpe works of the A ppleby-Frodingham  Steel 
Company (branch of the United Steel Companies, 
Limited), recently. Mr. M atthew Ferguson, of the 
Explosives Division of Im perial Chemical Industries, 
Limited, performed the ceremony. T om  down and re
lined in the record time of 36 days 7 hours by the 
A ppleby-Frodingham  Com pany's own personnel, No. 5 
furnace is one of the three furnaces in the world now 
completely lined with carbon refractories; all three are 
a t the company’s Scunthorpe works.

M r . W. T ait , director. Foundry Equipm ent and 
Mechanical Handling Division, Stone W allwork Limited, 
left Southam pton yesterday in the lie de France for 
America where he will participate in the 54th Annual 
Convention of the American Foundrym en’s Society at 
Cleveland, Ohio.
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National Brassfoundry Association
Annual Report of the National Executive Council

T he Annual R eport o f th e  N ational Executive 
Council o f the N ational Brassfoundry Association fo r 
the year ended Decem ber 31, 1949, was presented at 
the annual general meeting of the Association held 
last Tuesday, and w hat follows is an  abstract o f this 
document : —

The past year had been the busiest ever experienced. 
There had been a  substantial increase in the number 
of meetings, and many m ajor issues had arisen which 
had required, and received, urgent attention.

M embership
Although membership was slightly less than in  the 

previous year, the Council was satisfied that the reasons 
for the lost members in  no way reflects upon the 
Association. In  one case, two members merged, and 
in a ll the others, activities had  changed which brought 
the firms concerned outside the activities of this Asso
ciation. T he resignations w ere :—

H. W. O’Neill, Limited, Birmingham; Petford & 
Pountney, Birmingham; Pneum atic Components, 
Limited, Sheffield; J. H. Rothwell & Company, Swinton, 
and W hyte & Edward (Metals), Limited, Dundee.

New members enrolled during the year w ere: —
Petford & O’Neill, Limited, Birmingham; E. F. Tart, 

Limited, Bilston, and A. E. Townsend & Sons, Birming
ham. The membership now stood at 241.

Vale te
T he Council recorded with deep regret, the passing 

of the following members, during the year under 
review : —

Mr. Thomas Ash, o f Thom as Ash & Company, Bir
mingham; Mr. Ernest Chadwick, of Kay & Company 
(Engineers), Limited, Bolton; Mr. George Lindsay, of 
Charles Lindsay, Limited, Glasgow; Mr. Wm. McGeoch, 
o f Wm. M cGeoch & Company, Limited, Birmingham 
(Mr. M cGeoch was president in 1930): Mr. T. D. San
ders, o f Thom as Sanders, Limited, Birmingham; Mr.
H. L. Sutcliffe, o f Sutcliffe, W right & Son, Halifax, and 
Mr. H. I. Watts, o f M idland Patent Hinge Supply 
Limited. Birmingham.

The Council also recorded with great regret the 
death of Mr. A. B. Williams who. it would be recalled, 
acted tem porarily on the staff in 1947, when he under
took, with outstanding success, much of the work of 
organisation of the jubilee banquet, and of the first 
of a  successful series of golf competitions.

Meetings
Three general meetings, three of the national execu

tive council, and ten of the president’s and finance 
committee had been held in the course of the y e a r:—

A great deal of the w ork and responsibility fo r the 
work of the Association had fallen upon the latter 
newly-foamed committee, and bad been so well dis
charged as to place the Association under a consider
able debt to those who had served upon it. In  par
ticular, thanks were recorded to Mr. T. R. Carpenter, 
who undertook the onerous duties of treasurership, 
which were form erly discharged by Agar, Bates, Neal 
& Company.

Sectional W ork
Most sections had been exceptionally busy during 

the year, for a  variety of reasons. The “ W ater and 
Steam ” section had been particularly pre-oceupied with 
the changeover from  the M.O.H. tap to the new British 
Standards, and this had greatly complicated its affairs. 
In view of the considerable increase in the cost of 
metal, this introduction of a tap, heavier than that used 
anywhere else in the w ond, was economically ¡¡¡-timed, 
and had had an adverse effect upon both production 
and exports. To confound the already confounded, 
orders fo r the form er specification continued to  come 
in, and it was evident that the w ater engineers them
selves, in m any cases, had no wish to make this un 
necessary change. There was, however, every hope that 
arrangements would be m ade fo r the retention o f the 
earlier specification, including the “ Swan ’’ Trade 
M ark, for export to those countries still requiring this 
pattern.

The “ Reproduction and Furnishing Brassware ” 
section continued to  be handicapped by the numerous 
anomalies of purchase tax. N ot only was this imposi
tion a t fa r too high a rate fo r the good health of trade, 
but it was applied in a  m anner tha t pu t design a t a  
real disadvantage. W hereas p lain  items were tax free, 
o r a t lower rates, goods bearing decorative features, 
although costing no more to produce or using no more 
materials were chargeable a t the highest rate. This 
was ridiculous from  a logical viewpoint and extremely 
harm ful to  the export trade.

Exports

Mr. H. Patterson Bone had  continued to be a t the 
disposal o f members desiring to consult him , and was 
visiting Canada and the United States in 1950 in the 
interests of a  group of members. The Association had 
used every endeavour to  stimulate interest in dollar 
markets and progress had been made. U nfortunately, 
this was not an industry with bright prospects o f sales 
in those markets fo r most o f its products.

The Association was concerned too, with the pos
sibilities o f  developments in South Africa, where appli
cation had been made fo r increased tariffs against 
plum bers’ brassfoundry and valves, which had for so 
long been supplied to th e  U nion from  this country. 
This application was ill-advised and earnest representa
tions had been made against it.

Liberalisation o f European Trade
As part of the policy of the organisation fo r E uro

pean Economic Recovery, im port licensing destrictions 
had been removed from numerous goods, by the various 
countries comprising W estern Europe. Prelim inary 
examination of the first lists showed that this country 
is now  wide open for the im portation of cut-price E uro
pean-made brassfoundry o f all types, w ithout compen
satory entry o f British products into the European 
markets. Representations had been made, and although 
the _ Continental countries had increased the numbers 
o f items of manufactured goods which they were pre
pared to receive w ithout licensing, very few -home pro
ducts were as yet included. This problem  had been 
added ¡to the many others with which the Association 
was faced by th e  policy of the Governm ent to act with-



458 FOUNDRY TRADE JOURNAL APRIL 27. 1950

National Brassfoundry Association
ou t any form  o f  consultation w ith industry. I t  seemed 
reasonable to expect the G overnment to have sufficient 
business sense to have freed goods from  restriction of 
im ports only to the extent and categories that the other 
countries were willing to collaborate o n  terms of 
equality. As it was, with the shrinking export markets, 
the Association found itself up against foreign competi
tion in its own markets, and goods were beginning to 
enter the hom e trade, m ade by hard-working people 
w ho suffer no  com parable burden of taxation with 
British producers.

Festival of Britain, 1951
As an  industry, i t  was naturally hoped that, the 

Festival having been decided upon, it would be enabled 
to participate adequately and on terms that will perm it 
it  to  demonstrate its real quality. Every endeavour 
had  been made to that end. Officials o f the prom oting 
organisation—-the Council for Industrial Design—had 
addressed a  general meeting in  November. Earlier, in 
April, the Association had an  address on Industrial 
Design from  M r. E. C. McKenzie.
Taxation

The Association fully supported the representations 
made by the Federation of British Industries regarding 
the burden o f taxation, its destruction of incentives and 
the need for reducing G overnment expenditure. It 
had  examined w ith agreement the proposals put forward 
by the F.B.I., fo r removal o f anomalies in  taxation, 
particularly in  regard to the replacement-cost problems, 
directors’ expenses, deferred repairs and the discrimina
tion, through purchase .tax, against designed goods and 
stationery.

Devaluation
T he effect o f  devaluation on the industry had been 

hard. The main raw  materials, although only one-third 
derived from  dollar sources had immediately increased 
substantially in  price, the Governm ent taking a large 
profit, a t the same time issuing a stern warning against 
industry, lest it increased its prices. No compensating 
increase in exports had been felt by this industry so 
far.
Propaganda

The Association had not, perhaps, played as full a 
part as it might in the counter-campaigns in support 
of free enterprise. The Association, in common with 
many, owed its very existence to  this traditional system 
of trade, and its fu ture depends upon the retention of 
the system as did th e  restoration of the prosperity of 
the nation. I t  was, admittedly, not a political body, 
but the very existence o f its structure was threatened, 
if not by direct nationalisation, then by being shackled 
to nationalised suppliers. The work of such bodies as 
“ Aims o f Industry ” was commended to members, as 
worthy of support.

Productivity
The Association was a t  present engaged in discussing 

the possibility of collecting a team with a  view to a 
visit to the United States, where conditions and methods 
o f production were available fo r examination, and it 
was assured of a  cordial welcome. The Council hoped 
that by the time the Report appeared, a team would 
be formed and would be due to sail at an early date*

The Association desired to express to the United 
States’ Government, as well as to the British, the 
warmest expressions of gratitude for the generous 
financial assistance given to these Productivity Teams, 
am ounting to  some S500 plus all travelling expenses

* This has been effected.

in  th e  U.S.A. in  the case of the U.S. Government, and 
£132 in the case of the British Government. The 
examination of the Reports of other teams revealed a 
most interesting and encouraging outcome. The 
Association was sure that equally valuable experiences 
awaited its own delegates.

Brass Saga
The work of the book had progressed far- with the 

appointm ent of Mr. R. H. Brazier to give it editorial 
supervision and it was hoped that it  would make its 
appearance in 1950. Like all good things, it would be 
worth waiting for and would not suffer by reason of 
the delay that had unavoidably occurred. If anything, 
m embers might benefit by the better-quality paper now 
available.

Mr. Edgar N . H iley, M .B.E.
It was with especial pleasure that the Council re

corded that His Majesty the King had conferred upon 
the secretary the honour of M em ber of the O rder of 
the British Empire.

Agar, Bates, N eal & Company
The Report carries an illustration of a plaque pre

sented to this firm which has acted for the Association 
fo r over half a century, as secretaries and treasurers 
from  1897 until 1921, and as treasurers until 1948, 
and as landlords. The firm will continue, as they re
main the Association’s auditors.. } •

Liaison
T he Association had remained in close liaison with 

other industries and with kindred associations such as 
the N on-Ferrous Metals Federation, the Association of 
Bronze and Brass Founders, the Lock and Latch 
M akers’ Association, the British Valve M anufacturers’ 
Association, the Engineering Industries Association, and 
was represented on the Foundry Industries Liaison 
Committee and the W est M idlands Foundry Advisory 
Committee fo r Recruitm ent and  Training. It was also 
represented, through the secretary, on  the Federation of 
British Industries, the Birmingham Employment Com
mittee and the Insurance Advisory Committee. M em
bership of such bodies as the Birmingham Cham ber of 
Commerce, the Industrial W elfare Society, the Engineer
ing and Allied Employers’ Association, the Institute of 
Export, the Secretaries’ Club, had been maintained, bu t 
it had been decided to  discontinue membership of the 
A ustralian Association o f British M anufacturers. It 
had also continued to subscribe to  the British Standards 
Institution, and was represented on several committees.

British Waterworks’ Association
Mr. C. M. Smith, Mr. C. I. C hapm an and Mr. P. N. 

Dingley had  again represented the Association on the 
relevant committees of this body.

Trade Protection Departm ent
This free service to members had  been increasingly 

used. 171 status enquiries had been issued and 22 debt 
collections had been handled.

G olf Competitions
Two successful golf competitions had been held; the 

Annual G olf Com petition was held at Brocton Park, 
and the lenks Cup was won by Mr. K. G. Thomson. 
An A utum n competition was tried on alliance lines, 
with eclectic scoring, and the winners were Mr. A. C. 
Edwards and Mr. H. M. Moseley.

The Report is signed on behalf o f the N ational Execu
tive Council by Mr. Hedley W. Blake, president, and 
Mr. Edgar N. Hiley, secretary.
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House Organs
F.B .I. and B.E.T.R.O. to Render 

Mutual Aid
W ith the sanction of their respective Councils, 

mutual aid has been agreed by the Federation of 
British Industries and the British Export T rade Re
search Organisation (B.E.T.R.O.). This collaboration, 
besides eliminating a certain degree of overlapping of 
effort and function that has hitherto existed between 
the two organisations, is intended as a positive move 
to help British exporters.

B.E.T.R.O. will continue to be an entirely in
dependent overseas research body and, under this new 
arrangement, will be financed solely by industry 
through its membership and turnover of work. It will 
receive a final payment from  H.M. Government in 
respect of the Board of Trade grant-in-aid. This has 
been enjoyed for the last three-and-a-half years, but, 
thereafter, no request for Government funds will be 
made. By the new arrangement the F.B.I. will pro
mote the wider use of B.E.T.R.O. for m arket survey 
and research work among F.B.I. members, and
B.E.T.R.O., by being given facilities to use the services 
of the F.B.I. overseas’ representatives, will be able to 
arrange schemes of overseas market research at an 
economical cost for its own members, for F.B.I. mem
bers, and for exporters generally. B.E.T.R.O. will cease 
to handle export enquiries that are outside the field of 
m arket survey and research and which are part of the 
norm al functions of other organisations.

Sir N orm an Kipping, director-general o f the F.B.I., 
is going next week to T oronto and New Y ork for 
the primary object of inspecting and developing the
F.B.I. offices there. Mr. Roger Falk, O.B.E., director- 
general of B.E.T.R.O., is also paying a visit to N orth 
America to see the B.E.T.R.O. offices. Advantage will 
be taken of these visits for Sir N orm an and Mr. Falk, 
with the help of local experts, to prepare the ground 
fo r the building up  of an economical product-testing 
service available to British manufacturers. A rrange
ments will also be made fo r B.E.T.R.O.’s repre
sentatives to be accommodated in the F.B.I. offices.

Pera Bulletin, M arch, 1950, Vol. 3, No. 3. Published 
by the Production Engineering Research Associa
tion, Staveley Lodge, M elton Mowbray.

The reviewer finds himself holding this bulletin in 
higher esteem with the publication of each issue. He 
appreciates the twenty o r so abstracts from foundry 
literature. There is, however, one expression which 
might mislead some readers. In  an abstract o f an 
article on moulding machines a  sentence starts “ Sand 
supplies; location of controls . . . .” Now this could 
be read as to mean sources o f sand, whilst actually the 
phrase intends to convey the servicing of the machine 
with sand. This might seem a little ungenerous to 
seize on  such a  small phrase, bu t the object o f extracts, 
as the reviewer understands them, is to indicate the 
source o f inform ation on the various subjects covered 
by the main heading and a person interested in sand 
resources would be misled.
Heads and Threads, Spring. 1950. Published by the 

British Bolt, Screw and Rivet Conference from 
25, Bennett’s Hill, Birmingham, 2.

This is the first issue of a new house organ of a very 
old and perhaps modest industry. It is a sizeable in
dustry, and like most is made up of both large and 
small concerns. There are about 120 firms listed, 
together with their productions—a very useful direc
tory. It is pleasingly jacketed in colour and the con
tents include two good technical articles.

Institute o f  Metals Platinum  Medal
A t a luncheon held in connection with the annual 

general meeting of the Institute of Metals, the presi
dent, Mr. H. S. Tasker, presented the 1950 Institute 
o f Metals M edal in platinum  to the distinguished 
French metallurgist Professor A lbert Portevin, in 
recognition of his eminent services to the science and 
practice o f non-ferrous metallurgy. The French A m 
bassador was present a t this ceremony.

Professor Portevin, who is a Commandeur de la 
Légion d ’Honneur, a C ommandeur de l ’Ordre de la 
Couronne de chêne de Luxem bourg, and a M em bre de 
l’Institut de France, was trained as an engineer. He 
was director of the laboratories of the de Dion-Bouton 
m otor works from 1905-1912; lecturer and later Pro
fessor at the Ecole Centrale des A rts et M anufactures 
from 1912-1925; and was appointed Professor a t the 
Ecole Supérieure de Soudure Autogène  (Paris) in 1931. 
He is technical director of the periodical “Revue de 
M étallurgie,” and is a member o f  the board o f several 
metallurgical companies. Professor Portevin holds 
honorary degrees o f the universities o f Brussels, C ra
cow. Liège, Pribram and Zürich.

M ost of Professor Portevin’s work has been on physi
cal metallurgy, particularly of steels. He has made 
special studies of the processes of fusion and solidifi
cation and of transform ations in the solid state. He 
extended Tam m ann’s method of thermal analysis to 
ternary systems, and, with Professor Chevenard, has 
perfected methods of dilatom etric analysis. Together 
with Mr. Castro, Professor Portevin carried out im
portant studies of the non-metallic inclusions and of 
the determination o f oxygen in steels, and he has 
developed micrographie methods for the study of non- 
ferrous alloys comparable with those used for steels. 
In collaboration with Cymboliste, he used the method 
of brittle lacquers for studying the distribution of stress 
in metal structures under load. Besides determining the 
equilibrium diagrams of several alloy systems, he has 
made an extensive examination of the various types of 
microstructure and has devised means of classifying 
them systematically. He has carried out extensive work 
on the transform ations o f steel and on the light alloys 
of aluminium. In a series o f Papers with Professor 
Bastien, he showed the principles governing the “ casta- 
bility ” of alloys, and has a 'so  carried out much work 
on autogeneous welding. The majority of Professor 
Portevin’s Papers have dealt with steels, but much of 
the work on foundry problems, on corrosion, and on 
inclusions is equally of importance for non-ferrous 
alloys.

Australian Fountlrymen Visitors
We have been notified that a num ber of visitors from 

Australia will be in this country during the next few 
months. Mr. I. B. H arcourt, managing director of the 
lam es Coppell Lee Pty„ Limited, M elbourne, is 
interested in machinery developments and foundry prac
tice. His London address is c /o  The Bank of New 
South Wales, Berkeley Square, W .l. Mr. H . I. Gregory, 
of luleffs Pty, Limited, foundry proprietors, of Sydney, 
is interested in the subject of the mechanised pro
duction of light castings; his address is c /o  N ational 
Bank of Australasia, 7, Lothbury, E.C.2. We also hear 
that after attending the American Foundrym en’s Society 
meeting at Cleveland, Ohio. Mr. W. A. Gibson, M.I.B.F., 
is to  visit this country. H e is a well-known foundry- 
plant m anufacturer located in Sydney, N.S.W. H e can 
be reached by writing to this office. Mr. Davis, of 
Davis and Baird, steel founders, should be in London 
by the time this paragraph is in type.
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N ews in Brief
T h ir t y -o n e  e m p l o y e e s  of the Weldless Steel Tube 

Company, Limited, Richards & Ross, Limited, and Tube 
Rolling Mills, Limited, members of the Tube Invest
ments group, whose aggregate service totals 982 years, 
have received presentations for long service.

B r ea k in g  past records, the Ford M otor Company, 
Limited, Dagenham (Essex), exported 14,800 cars, vans, 
trucks, and tractors during March. This figure brings 
the company’s exports for the first quarter of this year 
to 36,982, compared with 26,419 for the last quarter of 
1949.

G en e r a l  im p r o v e m e n t s  and the installation of two 
new soaking pits at the Ebbw Vale works of Richard 
Thom as & Baldwins, Limited, will, it is stated, result 
in an increase by the end of the year of nearly 17 per 
cent, in the output of steel ingots. Much larger sup
plies o f steel sheets and tinplate will also become 
available.

A cargo  l in e r  o f 10,500 tons dw is to be built by 
Vickers-Armstrongs, Limited, High Walker, for Furness, 
W ithy & Company, Limited. The company already 
have two vessels under construction at the W alker 
yards. The latest order is the third one received by 
Vickers-Armstrongs during the past two months, which 
means that the firm now have sufficient work to keep 
them going into 1953.

A f t e r  31 y e a r s  as foundry foreman at Precision Cast
ings, Limited, W olverhampton, Mr. W. J. Biddulph, of 
Smethwick, retired on Good Friday a t the age of 75. 
H e entered the service of the late Mr. J. S. Ault, then 
managing director in 1919, after being a t some foun
dries in Birmingham. The present managing director, 
Mr. S. W. Ault, gave Mr. Biddulph a cheque, and he 
also received a clock from the workpeople.

F ro m  I n d ia  the discovery is reported of 12 new 
deposits o f manganese ore in the Balaghat district o( 
the Central Provinces. The Survey has also undertaken 
examined sites for oil refineries in the Thana dis
trict o f Bombay and near Vizagapatam in M adras. It 
is proposed to  double the strength of the Indian 
Geological Survey by 1951 in order to cope with the 
increasing number o f development projects in India.

T h a t  a tr a g ed y  for the country and for the steel 
industry would result if the steel capacity of Europe 
was developed beyond foreseeable needs was forecast by 
Mr. Lincoln Evans, general secretary of the Iron and 
Steel Trades Confederation, in a recent speech at 
Redcar. He said that there was no greater guarantee 
of unemployment than surplus and unusable capacity, 
and that the steel industry had had quite sufficient un 
employment to last it a lifetime.

T h e  G o v e r n m e n t ’s  interim index of industrial p ro
duction (1946 =  100) rose to the provisional figure of 137 
in January, which was within two points of the Novem
ber peak of 139. Compared with December there was 
a rise of six points, but in that month output was affected 
by the Christmas holidays. In  January, 1949, the figure 
was 124, and the average for the whole of last year 
was 129. The index figure for February, 1950, is ex
pected to reach the record level of 139-'140.

T h e  f ir s t  o f  a s e r ie s  of exhibitions which are to be 
staged during the year to show commodities in the 
1951 Stock List is being held a t the Council of In
dustrial Design’s M urray House Exhibition Hall, 
Vandon Passage, Petty France, London, from April 26 
to M ay 24. The Stock List is a photographic index 
of contem porary products which will form the basis of 
selection for the official 1951 Exhibitions. The exhibi
tion will show only a selection of goods registered in 
the domestic equipm ent sections o f the Stock List.

Scottish Industrial Prospects
The iron and steel industry of the West of Scotland 

depends very largely on the requirements of the 
Scottish and N orthern Ireland shipbuilding and 
m arine engineering industries, and therefore, the pros
perity of the shipyards is of prime importance to iron 
founders.

Shipbuilding
Although the new shipbuilding orders booked by 

Scottish shipyards during the first quarter of this year 
showed some advance on the tonnage secured in the 
corresponding period of last year, the position of the 
shipbuilding industry is still a cause of some concern. 
The general situation of the various Clyde yards is 
distinctly unequal. While some firms have as much 
as two to two-and-a-half years' work on hand, others 
have already laid the keels of the last order on their 
books, and one or two of the sm aller yards are actually 
employing their staffs on maintenance and repair work.

One encouraging feature in the first quarter’s book
ings was the larger proportion of general cargo vessels. 
Tankers have been representing an unusually large 
percentage of new shipbuilding business in recent 
years, but a revival in demand for general cargo and 
liner tonnage would be regarded as a healthier sign. 
It is to be hoped that the first quarter orders may be 
indicative of such a revival.

Pig-iron and Steel
Blast-furnace activity is on the usual lines. Plentiful 

supplies of iron ore, limestone, and coke assure maxi
mum production from the furnaces in blast, and outputs 
are satisfactory.

The steel-melting furnaces are also fortunately placed 
as regards raw materials, with deliveries of scrap from 
home and abroad ample fo r the requirements of the 
melting shops. Production is on a capacity basis. 
Specifications of plates are abundant and pressure for 
delivery of ship and boiler plates is strong. Full-time 
working of the plate mills is assured until the Glasgow 
Fair holidays at least. The heavy section mills can 
scarcely see so far ahead, but they are reasonably well 
supplied with orders for both home and oversea. A llo
cations of tonnage for export in the second quarter are 
on a liberal basis, and there does not appear to be any 
difficulty in finding buyers for the increased tonnages. 
Demand from re-rollers for slabs and sheet bars is 
heavy and strong, but for billets is no t so good.

Cut Wire as Blasting Pellets
Blasting pellets of cut wire, made of S.A.E. 1065 

(C 0.60 to 0.71; Mn 0.60 to 0.90), having a Rockwell C 
hardness of from 45 to 51, has shown a useful life of 
from 10 to 15 times that of other types of shot. Accord
ing to “ Steel,” January 30. 1950, wheel-blade life is as 
much as 2,000 hrs. and shot-blast costs have fallen to 
the extent o f 50 per cent. It appears that the small 
steel wire cylinders after use become hard, tough 
ball-bearing-like spheres, their uniformity providing an 
exceptionally high intensity o f impact. Pellets are 
available in standard sizes.

A n  e x h ib it io n  of current house journals, arranged 
by the British Association of Industrial Editors in con
junction with the Federation of British Industries, will 
be held on M ay 4, at the F.B.I. premises at 21, Tothill 
Street, London, S.W .l. It will be opened at 11 a.m. 
by Sir Robert Sinclair, president o f the F.B.I. A d
mission will be by invitation, which may be had on 
application to the F.B.I. Press Office,
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Designed to meet the demands of 
high quality castings, which are, strength, 
machineability and resistance to wear.

A ll these can be secured by using 
Stanton-Dale P-efmed Pig Iron in your 
cupolas.

The above illustration shows a group 
of castings made from this iron by a well 
known economiser maker.

P R O M P T  D E L I V E R Y

THE STANTON IRONWORKS COMPANY LIMITED NEAR NOTTINGHAM
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Company N ews
The information under this heading has been ex

tracted from statements circulated to shareholders, 
speeches made at annual meetings, and other announce
ments.

M atthew  H all & Company, Limited:—The most 
coveted air-conditioning contract available during the 
year was the concert hall, to seat 3,000, for the 1951 
Exhibition, which was awarded to  M atthew H all & Com
pany, says M r . B ertra m  Ba d en , the chairman. Orders 
for three district-heating schemes, which will take over 
two years to complete, were also entrusted to the 
company. An interesting contract for the company’s 
high-temperaturc radiant panels was a t a large foundry.

At an oilfield in the Middle East the company is 
installing miles of welded pipelines, well manifolds, a 
1,800-ton central refrigeration plant for district cool
ing, cooling units, and general engineering services. At 
an  oil refinery in this country the company is engaged 
on oil pipelines, fire-fighting and o ther services, and a 
good programme for 1950 is on hand. Contracts are 
being handled in the Middle East for the erection of 
structural steelwork, gantry cranes, central evaporation 
plant, pumps, high-pressure pipework, and  other engi
neering work for a generating station to be completed 
in 1951, and generator sets for another station, includ
ing cooling pipework and oil-purifying equipment.

Im perial Chemical Industries, Limited:—The com 
p any  has made an offer for a controlling interest in 
Arnold Hoffman & Company, Inc., of Providence, 
Rhode Island, U.S.A. If the offer is accepted I.C.I. will 
acquire an interest in the m anufacture of dyestuffs and 
other synthetic chemical products in the United States 
and  a medium through which its dyestuffs and auxili
ary products, made in the U .K .,can be readily m arketed 
in the U.S. If the offer is accepted, the necessary 
finance will be provided by bank loans in New York, 
and the transaction will not. therefore, involve the use 
o f any o f Britain’s dollar resources. The transaction, 
which has been approved by the United Kingdom Ex
change Control authorities, is expected to result in a 
substantial increase in the flow of dollar earnings to 
G reat Britain.

It is reported that the minimum requirem ent by I.C.I. 
is 66f per cent, of the issued capital o f A rnold Hoff
man & Company, and the maximum is 70 per cent. 
If I.C.I. acquires 70 per cent., the am ount involved in 
the deal will be over $3,500,000.

English Steel Corporation, Lim ited:—The managing 
director, M r . F. P ic k w o r t h , states that as a result of 
the continued drive for orders, all their departments 
at Sheffield are well filled with work, and the business 
so far received this year, which includes a considerable 
volume for export, indicates a continuance of full pro
duction for some time ahead. But full advantage can 
not be taken of the export possibilities for certain pro
ducts owing to shortage o f labour in some departments 
and Government restrictions on the export o f certain 
types o f steel.

Blaw Knox, Limited, m anufacturers o f steelworks’ 
and furnace equipment, etc., o f Euston Road, London, 
N.W .I :— A resolution was submitted at the annual 
meeting held to-day to amend the company’s articles. 
The chairm an says that unfilled orders on hand am ount 
to £3,146.000, against the record figure o f £3,600,000 
at the end o f 1948.

M organ Crucible Company, Limited:—The board 
has made arrangements fo r the annual meeting to be 
held on or about September 27.

Board Changes
B ir m id  I n d u s t r ie s , L im it e d — Lord Burghley has been 

appointed a director.
P a r k in so n  St o v e  C o m pa n y , L im it e d —Mr. J . W. 

Broad and Mr. C. Lobley have been appointed directors.
P a r k in so n  &  C o w a n , L im it e d — Mr. Wilfrid H. Dims- 

dale has been appointed a director. The company holds 
the share capital of Parkinson & Cowan (Gas Meters), 
Limited, Parkinson Stove Company, Limited, etc.

W. G. B ag n a ll , L im it e d , railway engineers, etc., of 
Stafford—-Mr. W. A. Smyth, a director and general 
manager of Henry Meadows, Limited, manufacturers 
of petrol and Diesel engines, etc., of W olverhampton, 
has been appointed managing director.

P a r so n s  E n g in ee r in g  C o m pa n y , L im it e d —Mr. I. A. 
M arriott, a director, has been appointed managing 
director in place of Mr. H. Parsons, who will continue 
as chairman. Mr. M arriott is also managing director 
of W. G. Bagnall, Limited, railway engineers, etc., of 
Stafford.

T r iu m p h  E n g in ee r in g  C o m pa n y , L im it e d — Mr. R. 
Fearon, for many years associated with Birmingham 
Small Arms Company, Limited, has been appointed 
works director in succession to Mr. A. Camwell. Mr. 
Camwell, who has retired, will remain as a director and 
will act in an advisory capacity.

P la tt  Br o s . (S a le s), L im it e d — Mr. B. A. P. Dobson 
has been appointed joint managing director. Mr. E. H. 
Vlies has relinquished his position as sales manager 
(export) on being appointed a director. The company 
is associated with Platt Bros. & Company* Limited, 
textile and general engineers, of Oldham (Lancs).

Obituary
M r . G e o r g e  H en r y  St r in g e r , who for many years 

was associated with his brother the late Mr. A lfred 
Stringer, as ironfounders at Cannock, died recently at 
the age of 80.

D r . J a m e s  A r n o l d  C r o w t h e r , Emeritus Professor 
of Physics at Reading University and vice-president of 
the Institute of Physics, died recently. Dr. Crowther, 
who was 67, had done much to  advance the study of 
radiology, to which purpose he devoted much of his 
life.

M r . O. J. W en d l a n d t , who after representing D or
man, Long & Company, Limited, M iddlesbrough, 
went to Sheffield to begin a structural engineering 
departm ent for Thos. W. Ward, Limited, and later 
became a manager for H erbert M orris, Limited, lift
ing and transporting machinery m anufacturers, of 
Loughborough (Leics), died on A pril 14, aged 82.

Wills
R ee s . G. P ., fo r m an y  y ears  m a n ag er of th e  L illesha ll

C om pany’s  b la s t fu rnaces  a t  P rio rs  Lee .............  £5,155
C olem an , J .  P . P ., of L ittleh am p to n , la te  a  d irec to r 

o f W ild-B arfield E lec tric  F u rnaces, L im ited ,
W atfo rd , and  i ts  asso c ia ted  com pany, G W .B .
E lec tric  F u rnaces, L im ited  ..............  ... £5,421

S u t c l if f e , H . L „ la te ly  a ssoc iated  w ith  W ,right,
Sutcliffe & Son, san ita ry  engineers, of H alifax
(Y orks) ...................................................................................  £19,429

W r ig h t s o n , S ir  T h om a s  G a r m o n d sw a y , B t.. ch a irm an  
of H ead , W righ tson  & Com pany, L im ited . H ead, 
W rig h tso n  Steel Foundries, L im ited , a n d  o th e r '■ 
com panies, fo r som e years  a  m em ber of the  Tees 
Conservancy Commission, a  D eputy  L iou tcnan t 
for C ounty D urham  an d  H ig h  Sheriff in 1926... £24,540

M a d b o c k , D o n a ld , ch airm an  an d  m a n ag in g  d irec to r 
of Jo h n  H addock  & C om pany, ironfounders, of
O ak en g a te s  ........................................................................ £28,511

P a lm er , R. G., m an ag in g  d irec to r of th e  E ag le  
E n g in ee rin g  Com pany, L im ited , W arw ick , and  
a  fo rm er ch a irm an  ' of th e  W arw ick  an d  
L eam in g to n  E n g in ee rin g  E m ployers’ A ssociation £29,686



Workington Irons, made from particularly pure hematite ores, are  esteem ed 
by foundrymen for admixture with other irons to improve the quality and 
physical properties, especially for ingot mould castings, machine castings, 
chemical plant, etc. All Workington irons are supplied in machine-cast form, 
free from sand, saving coke in the cupola, and being most convenient for

c o m u n k s  ot  . . .
handling and mixing.

W O R K I N G T O N  ¡ R O N  & S T E E L  C O M P A N Y
W O R K I N G T O N  Telephone: W ork ing ton  206 Telegram s: "  Mosbay,”  W ork ing ton  C U M B E R L A N D

Branch o f  The United Steel Companies Limited

® W. 78
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Company Results
(F igures lor previous year in  brackets.)

PICKFORD, HOLLAND & CO M PA N Y -Interim  dividend 
of 74% (sam e).

E L M O R E ’S M ETA L C O M P A N Y -I.o ss  for 1918, £366 (£256); 
forw ard, £11,462 (£11,816).

G L E N F IE L D  A K E N N E D Y —F in a i d iv idend of 15%, m a k in g  
20% for 1949 (20% for nino m onths).

C E N T R A L  PR O V IN C E S M ANGANESE O R E  C O M P A N Y - 
F in a i d iv idend  of 13J%, ta x  free, on increased  cap ita l, m a k in g  
20%, ta x  free  (final div idend of 174%, less tax , m ak in g  25%, 
less tax ).

ST U RT EV A N T E N G IN E E R IN G  C O M P A N Y -F in a l 
div idend of 11%, m ak in g  164%, ta x  free, on th e  c ap ita l a s  
increased  by a  100% bonus issue. (F in a l div idend of 11% and  
bonus of 54%, m ak in g  22%.)

B EN TO N  & STO NE—N et profit fo r th e  year ended J u ly  30, 
1949, a f te r  depreciation , etc., £66,572 (£80,302); to  ta x a tio n , 
£35,097 (£45,144); final div idend of 10%, m ak in g  15%, ta x  
free (sam e); to  general reserve, £5,000 (£20,000); p rov iden t 
fund  account, £2,000 (£3,000); fo rw ard , £20,993 (£15,891).

L IL L E S H A L L  COM PANY—C onsolidated tra d in g  profit for 
1949, £68,337 (£74,859); n e t profit, a f te r  deprecia tion , tax , etc., 
£24,933 (£27,219); to  p reference div idend, inc lud ing  ad d itio n a l 
2% (sam e), £8,085 (£14,700 gross); o rd in a ry  dividend of 20% 
(sam e), £2,310 (£4,200 g ross); ta x  reserve, £6,999 (n il); forw ard , 
£112,570 (£105,031).

ASSOCIATED CLAY IN D U S T R IE S —G roup surp lus on 
tra d in g  in  1949, £91,323 (£105.858); n e t profit, a f te r  dep recia 
tion, tax a tio n , etc ., £29,021 (£38,661); to p reference d ividends, 
£11,756 (£8,968); w ritten  off new issue expenses ou t of profits, 
£13,951; p lus £14,025 from su rp lus on rea lisa tio n  of s ink ing  
fund policy; fo rw ard , £13,446 (£10,132).

B R IT IS H  O X Y G EN  COM PANY—Consolidated n e t profit 
a ttr ib u ta b le  to  p a re n t com pany, includ ing  ta x a tio n  reserves 
no longer required  of £150,000, £1,055.047 (£1,200,531); p a ren t 
com pany’s proportion  of profit re ta in e d  by subsid iaries, 
£251,919 (£239,900); final d ividend of 12%, m a k in g  20% (sam e); 
to general reserve, £350,000 (£439,916); forw ard , £200,463 
(£196,312).

S IR  W IL L IA M  A R R O L & C O M P A N Y -T ra d m g  profit for 
1949—includ ing  £75,547 (£166,233) from  ce rta in  co n tra c ts  com 
pleted in previous years, prices for w hich w ere no t finally 
ag reed  u n til  1949—£354,507 (£347.151); balance , a f te r  dep recia
tion , ta x a tio n , etc., £140,405 (£85,623); div idend o f 10% on 
increased  cap ita l (25%); to  general reserve. £103,020 (n il); 
con tingencies, n il (£50,000); forw ard , £70,147 (£65,635).

L A N A R K S H IR E  S T E E L  C O M P A N Y -T rad in g  profit fo r 
1949, £467,846 (£363,010); net p ro fit, a f te r  dep recia tion , tax , 
e tc ., £150,461 (£132,846); provisions se t aside  in p revious y ears  
no longer requ ired , nil (£129,500); to  rep lacem ents resorve, 
£75,000 (£165,000); con tingencies reserve, £30,000 (n il); genera! 
reserve, n il (£60,000); in te rim  div idend of 20% (sam e); no 
fu r th e r  d iv idend  is proposed (sam e); forw ard , £100,081 
(£84,045).

FO R D  M OTOR COM PANY—T rad in g  profit for 1949, 
£6.030,300 (£6.284,342 ad ju s ted ) ; balance, a f te r  depreciation , 
etc., £5.219,007 (£5,686,019); to  ta x , £2,604,776 (£2,763,362);
unrequ ired  com m odity prico resorve, £750.000 (n il); un requ ired  
ta x , n il (£500.000); av ailab le , £10,278,705 (£7,418,929); to
reserve for ta x a tio n  rec tifica tion , £157,250 (n il); rep lacem en t 
of m ach inery , equ ipm en t, etc ., and  contingencies, £500 000 
(n il); d iv idend of 10% (sam e); fo rw ard , £9,126,455 (£6,923,929).

G LO V ER  & M A IN —C onsolidated tra d in g  profit for 1949, 
(£641,891 (£623,249); n e t profit, before tax , £585,708 (566,608); 
to profits ta x , £79,282 (£73,064); U K  incom e tax ,
£225,364 (£229,473); fo reign  Lax, m l (£119); n e t profit
of group, £280,062 (£263.592); a d ju s tm en ts  re la tin g
to  previous years, £13,203 (£20.117); p ro fits  re ta in ed  in  sub 
s id ia ry  com panies, £176,192 (£182,157); specia l deprecia tion , nil 
(£35,000); n e t profit of ho ld ing  com pany, £117,073 (£66,912); 
w ritten  oil investm ent in subsid iary  com pany, £30,000 .(nil); 
sh are  c ap ita l d is trib u tio n  and  expenses, £46 532 (n il) ;  dividend 
of 15% a n d  bonus of l i%  (sam e), th e  final d ividend and  bonus 
b e in g  pa id  on increased  c a p i ta l;  fo rw ard , £67,186 (£88,451).

Changes of Name
The following companies have recently changed their 

names, the new titles being given in parentheses:—
M .M . PU R C H A SES, L IM IT E D , B ishopseate , London, E.C.2 

(M idland M etal S p inn ing  Com pany, L im ited).
M ID L A N D  M ETAL S P IN N IN G  COM PANY, L IM IT E D , 

W olverham pton  (M id land  Investm en ts, L im ited).
A U TO PA CK  (L O N D O N ), L IM IT E D , engineers, e tc ., of 

C aroline S tree t. B irm in g h am  (A utopack, L im ited).
M ECO. L IM IT E D , engineers, founders, etc .. of St. M ary’s 

R oad. Sheffield. 2 (M ills Bros. (Shcffie'd). L im ited).
B.S.A. G R IN D IN G  M A C H IN E  COM PANY, L IM IT E D , 

M arstnn  G reen. B irm ingham  (Leo C. Stelnle. L 'm itcd ).
G R E E N  L A N E  FO U N D R Y  COM PANY. B o tt L ane. Lye. 

S tourbridge (S. M ole & Sons (G reen L a n e  F oundry), L im ited).

Increases of Capital
Details of increased capital have been announced by 

the following companies:—
J O H N  IIO L R O Y I) & COM PANY, L IM IT E D , M ilnrow 

(L ancs), increased  by £350,000, in  5s. o rd in a ry  shares , beyond 
th e  reg iste red  c a p i ta l of £150,000.

N O R T H  B IT C H B U R N  F IR E C L A Y  COM PANY, L IM IT E D , 
D arlin g to n , increased  by  £100,000, in  200,000 sh ares  of 10s., 
beyond the  reg is te red  c ap ita l of £100,000.

E N G L IS H  E L E C T R IC  COM PANY, L IM IT E D , K ingsw ay, 
London, W.C.2, increased by £1,500,000, in £1  o rd in a ry  shares, 
beyond th e  reg is te red  c ap ita l of £6,500,000.

tiY SA G H T ’S (E X P O R T S ), L IM IT E D , ironm aste rs  and  
founders, etc., of B risto l, increased  by  £15,000, in £ 1  o rd in a ry  
shares , beyond th e  reg iste red  c ap ita l of £10,000.

STAR A L U M IN IU M  C OM PANY, L IM IT E D , of M arston  
R oad, W olverham pton , increased  by £30,000, in £1  o rd inary  
shares , beyond the  reg is te red  cap ita l of £70,000.

I I . & J .  H IL L  (W IL L E N H A L L ). L IM IT E D , general iron- 
foundors, etc., of W illenhall (S taffs), increased  b.v £ 20,000, in  
Is. shares, beyond th e  reg is te red  c ap ita l of £30,000.

B E R Y L L IU M  SM E L T IN G  COM PANY, L IM IT E D , S ou th
am p to n  S tree t, London, W.C.2, increased  by  £4,000, in  £1  
o rd in a ry  shares , beyond th e  reg is te red  c ap ita l of £1.000.

GUEST, K E E N  & N E T T L E FO L D S (CW M BRAN), 
L IM IT E D , Sm ethw ick (S taffs), increased  by £.799,000, in  £1  
o rd in a ry  sh ares  beyond th e  reg is te red  c ap ita l of £.1,000.

A ITON  A COM PANY, L IM IT E D , p ipe  m an u fac tu re rs , etc., 
of Derby, increased  by £250,000, in  40,000 p reference and
210.000 unclassified share3  of £1  each, beyond th e  reg istered  
cap ita l of £100,000.

SA N K EY -SH EL D O N , L IM IT E D , B ilston  (S taffs), increased 
by £50,000, in £ 1  o rd in a ry  shares , beyond th e  reg istered  
cap ita l of £50,000. G uest, K een & N ottlcfo lds, L im itod , holds 
nearly  a ll  th e  issued shares.

M. A W. G R A ZEB R O O K , L IM IT E D , iro n m as te rs  and 
founders, etc., of D udley (W orcs), increased  by  £130,000, in
80.000 preference an d  50,000 o rd in a ry  sh ares  of £ 1  each, boyond 
the  reg iste red  c ap ita l of £70.000.

M OSERS. L IM IT E D , iron  m erchan ts , etc ., o l B orough H ig h  
S treet, London, S .E .l, increased  by £250.000 ,in £1 o rd inary  
shares, beyond th e  reg iste red  c ap ita l of £250,000. G uest. Keen 
A N ettlefo lds, L im ited , holds a  m a jo rity  of th e  issued shares.

JO H N  G A R R IN G T O N  A SONS, L IM IT E D , general 
stam pers, etc., of D arla sto n , increased  by £1,950,000, in £1 
o rd in a ry  shares, beyond th e  reg iste red  cap ita l of £300,000. 
G uest, Keen A N cttlofo lds, L im ited , holds a  m a jo rity  of the  
issued shares.

BUCK A H IC K M A N , L IM IT E D , iron an d  s teel stock
holders. etc., of W hitechapel R oad, London, E .l,  increased  
by £480,000, in 320.000 4J per cent, cum ulative  p reference and
160.000 o rd in a ry  sh ares  o l £ 1  each , beyond th e  reg is te red  
c ap ita l of £160,000.

Gazette
D IE C A ST ALLOYS (G R A V ESE N D ), L IM IT E D , is being 

wound up v o lu n ta rily . M r. T. S. T ay lor, 11, W ro tham  R oad, 
G ravesend, is th e  liq u id a to r.

H A R G R E A V E S (M ETA LS), L IM IT E D , is being  wound 
up  v o lun tarily . M r. J .  E. S agar, 43, P res to n  New R oad, 
B lackburn , is th e  liq u id a to r.

E U R O PE A N  IR O N  O R E COM PANY, L IM IT E D , is being  
wound up vo lun tarily . M r. W . R. T . W hatm orc , 11, I ro n 
m onger L ane, London, is th e  liq u id a to r.

M R. R . E. E T IIE R ID G E , 8 an d  10, P o r tla n d  T errace. South
am pton , h a s  been ap p o in ted  liq u id a to r  of G. P . W ilson A 
Son, L im ited , ironfoundcrs a n d  eng ineers, of N ortham . 
Sou tham pton .

H A R W O O D  E N G IN E E R IN G  COM PANY, L IM IT E D , i s  
boing wound up v o lun ta rily . M r. A. C. U n th a n k , B arton , 
M ayhew  A C om pany, A lderm an’s H ouse, B ishopsgatc , London,
E.O.2. is th e  liqu ida to r.

JA M E S SP R E A D E R S. L IM IT E D , ag ricu ltu ra l-im p lem cn t 
m an u fac tu re rs  a n d  engineers, is  b e in g  wound u p  v o lun ta rily . 
M r. J .  W hite . N a tio n a l P rov incia l B an k  C ham bers, 68, H ig h  
S treet. G ran th am , is th e  liq u id a to r.

T H E  P A R T N E R S H IP  betw een R ichard  P ercy  Lovell, 
A rth u r  F red erick  B edw orth , an d  D ouglas J am e s  H olden 
T u rner, c a r ry in g  on business a s  p lum bers, brassfounders, an d  
eng ineers  a t  179-181. Spon L ane. W est B rom w ich, under the  
s ty le  of Repco E n g in ee rin g , ha3 been dissolved. D ebts will 
be received an d  pa id  by R . P . Lovell a n d  A. F . B edw orth, 
who con tinue.

T H E  C O M PA N IFS’ R E G IS T R A T IO N  O F F IC E  gives no tice  
th a t  th e  underm entioned  com panies have been struck  r t f  th e  
reg is te r an d  a re  thereby  dissolved C af.k i.ax C o l l ie r ie s , 
L i m it e d ; H v de  A Q u in n . L im it e d , nrecision en g in eers: M i d 
land  P r in t e r s  E n g in e e r s . L im it e d ; N ational U n it e d  L a u n d r ie s  
E n g in e e r in g  C om pany . L im it e d ; N o tt in g h a m  D is t r ic t  C oal 
S ales A ss o c ia t io n . L im it e d : S tfei. S - r e e n s , L im it e d ; V ack: 
I n d u s t r ie s , L im it e d , v itreous  enam eliers.
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ELECTRIC HO/STS

PULLEY BLOCKS
CUPOLA LIFTS
RUNWAYS
ELECTRIC
C R A N E S
S L I N G
CHAINS

STRINGER & SON (CRADLEY HEATH) LTD 
Engineers C R A D L E Y  H E A T H , Staffs.

★  2,000 MOULDERS  
CAN’T  BE WRONG!

a r i E X

PARTIN G and FA CIN G  P O W D ER
(NON-SILICA : NON-HYGROSCOPIC)

AN ECONOMICAL AND EFFECTIVE SUBSTITUTE 
FOR ORIGINAL RUSSIAN LYCOPODIUM 

BRINGS O U T THE MOST INTRICATE DETAIL 
N O N  REACTIVE W ITH MOLTEN METALS

"yÇ A  very conservative estimate as tctil 
over 500 Foundries are using Partex

F. & M. SUPPLIES LTD.
4. B R O A D  S T R E E T  P L A C E , L O N D O N , E.C.2.

Telephone: L O N d o n  W A L L  2031/1

Sales Agents fo r London and Southern Counties 
W .J . HOOKER, LTD., 4, MIDLAND CRESCENT, N .W .3 .

Tn <g T r  L*'
T H E  I R O N  Y O U  CA N  

ALW AYS R E L Y  O N
FOR CYLINDER C HIGH DUTY CASTINGS

‘T IC YL” isthe perfect pig-iron for cylinder 
and high duty castings - - - free from 
porosity and of high tensile strength. Our 
Technical Staff is always ready to assist

users and to advise with regard to 
mixtures. We cordially welcome your
inquiries.

'Phone : 66248/9 'Grams : Thomas, Bloxwich

C. & R. THOMAS Ltd HATHERTON BLAST FURNACES. 
BLOXWICH, STAFFORDSHIRE.
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Raw Material Markets
Iron and Steel

The impressive statistics of a record-breaking output 
of steel during March have provided a powerful rein
forcement of the argum ent that the rationing of steel 
is no longer necessary. To this appeal the official 
journal of the Iron and Steel Trades Confederation now 
lends its support. “ Every scrap of evidence available,” 
the journal says, “ points to the fact that the steel 
shortage, except for sheets and tinplates, is virtually 
over and the G overnment should now discontinue, or 
at least modify, controls for whifch there is no further 
need."

Pig-iron production is not expanding in the same 
ratio as steel, and available supplies barely keep pace 
with requirements. New and bigger blast furnaces are 
being built and one o r more may be readyfor operation 
later in the year. In the meantime, blast furnaces are 
prom ptly disposing of their outputs and there are only 
trifling parcels available for export. Foundrymen are 
taking up supplies to the full extent of their allocation 
and, in some instances, have to be kept waiting for
deliveries of low- and medium-phosphorus grades.
Demand for N o. 3 iron has fallen off owing to the 
shrinkage in the market for light castings, and refined- 
iron makers can still promise prom pt deliveries.

Notwithstanding the continuous expansion of home 
steel production, the industry has not yet attained, nor 
is it likely to attain, complete self-sufficiency in regard 
to steel semis. Imports have, however, been substan
tially reduced, and re-rollers, though only moderately
employed, are obtaining the bulk of their supplies of
semi-finished steel from  home services. The demand for 
sheet bars and slabs remains very steady, but business 
in the large sizes of billets and blooms is rather quiet 
and buyers display little interest in defectives, crops, etc.

The strength of the hom e dem and for all descriptions 
of steel plates is unimpaired, and the volume of inquiries 
from overseas is also expanding. The outlook for 
heavy sections, however, is less encouraging. Home 
sales are restricted by the Governm ent’s indisposition 
to grant licences for constructional work. Fortunately, 
rollers of sectional material have lately been able to 
devote more of their capacity to overseas orders. From  
Canada and Australia some useful contracts have been 
secured, and the mills are still busily engaged. Wagon 
and locomotive builders are employed to the limit of 
their capacity, and have recently added to their order 
books.

Rail mills, too, are fully employed and the sheet 
mills have all the orders they can execute for many 
months ahead.

Non-ferrous Metals
Last week's increase of £9 in the copper price was 

the first change since early November, when, it will be 
remembered, there was an advance from £140 to £153. 
Following a sudden jump of 1 cent in the US quota
tion to 19-j- cents, the M inistry of Supply put up its 
selling price to £162. Actually a rise of 1 cent is 
equivalent to £8. but on this occasion the M inistry 
elected to add £9 to the ruling quotation. It was 
reported that the initial move from  181 cents was 
made by one of the chief copper producers and the 
others quickly followed suit. As if encouraged by 
the rise in copper, zinc advanced by 1 cent to 11 
cents in N ew  York. On this side there was a  rise of 
£4 to £95 10s., so that in the course of a m onth this 
metal has gone up by £10— and it would be wrong 
to suppose that this is necessarily the end of the

appreciation in zinc, or for that matter, that there 
will not be another rise in copper. To complete the 
story there was a rise of £2 in lead last Friday to 
£86, following an increase in the United States to 101 
cents.

On the week tin closed practically w ithout change 
at £594 5s. fo r cash and £595 for three months, but 
during the course of the week’s trading there were 
considerable fluctuations in value. Unfortunately, the 
contango has narrowed considerably, and at the end 
o f the week was about 15s. The cash and three 
m onths prices were level on Monday. There was a 
very small contango yesterday (Wednesday). At this 
premium there is certainly no t much encouragement 
to sell forward as a hedging operation.

Metal Exchange tin quotations were as follow:-—
Cash—Thursday, £594 5s. to £594 10s.; Friday, £594 

to £594 5s.; M onday, £591 10s. to £592 10s.; Tuesday, 
£590 15s. to £591; Wednesday, £587 5s. to £587 10s.

Three M onths—Thursday, £595 10s. to £595 15s.; 
Friday, £594 10s. to £595; Monday. £591 10s. to 
£592 10s.; Tuesday, £591 to £591 5s.; Wednesday, 
£587 10s. to £588.

In consequence of the price appreciations set out 
above, the current quotations fo r brass and copper 
semis were increased. There was, too, a rise in the 
values of brass and copper scrap, but it is doubtful 
if much business eventuated, fo r the secondary metal 
m arket seemed to be slow in “ finding its feet.” It is 
on these occasions of price alteration in the United 
States that we miss the hedging facilities formerly 
provided by the London standard copper market.

Doubts as to what the next move will be made 
both buyers and sellers of scrap more cautious than 
usual, and on balance it was found tha t the volume 
of business in secondary metals last week was far 
from large. In fact, the m arket had hardly recovered 
from the effects of the Easter holiday when this rise 
in metal values in New Y ork took place.

It is likely to  be some time before the m arket re
covers the poise it enjoyed before the upsurge in 
America set in.

Israel’s Steel Requirements
A report from  New Y ork refers to plans of the 

Israeli Governm ent to purchase quantities of Ameri
can steel pipe. Mr. R ’Uwen Elchanani, a  m em 
ber o f the committee of the C ham ber of Commerce at 
Tel-Aviv, has recently visited the U.S.A. Steel pipe is 
needed mainly for use in irrigation schemes contained in 
the country’s plans fo r agricultural development, and 
it is also intended to construct a tube-rolling mill in 
Israel.

The construction of a steelworks, according to Mr. 
Elchanani, is not planned for the immediate future, 
because the country is not in too good a geographical 
position for coal and iron-ore supplies. Foundry pig- 
iron is available from  Britain, France, and Belgium 
a t what he called “ reasonable prices.”

The Israeli representative also referred to the loan of 
S I00 million recently obtained from  the Export-Im port 
Bank.

T he loan has been granted with the provi
sion that Israel buys her needs from the United States, 
and the following purchases are intended:—Building 
materials (bars, plates, sheets, wire, rods, and tin
plate), $25 million; pipe for irrigation, agricultural 
machinery. S35 million; industrial equipm ent, $20 
million, and transport and comm unication equipment, 
$20 million.
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ALFRED BULLOWS & SONS LTD - LONG ST • WALSALL* STAFFS* T E L : 5401

DEPOTS AT— 13 SOUTH MOLTON ST., LO N D O N , W . l .  - TEL . M AYFAIR 23I3 
55a BRIDGE STREET, M ANCHESTER, 3 • T EL . BLACKFR IA RS 5670
BULLO W S H O U SE,9 BURGH Q U A Y , D U BLIN , EIRE. : T EL . D U B 2 II5 2  
I05, W H ITEFIELD  ROAD, G LASG O W , S .W .I . - T EL . GOVAN 2668

GUARD REMOVED 
TO  SHOW  COOLER

BIRMINGHAM 

STAND D646

W E  A L S O  M AKE A  C O M P LE T E  R A N G E O F SPRAY P A IN T IN G  E Q U IP M E N T

DESIGNED FOR FOUNDRY NEEDS
Available in sizes up to 108 
C.F.M . displacement— one, 
two or three stages. 
Working pressures from 
25— 350 Ib./sq. in.
We shall be pleased to send 
full particulars or arrange for 
a representative to call.

IMPERVIOUS T O  DUST.—Sealed crankcase and efficient 
air filters.
DELIVER C O O L  DRY AIR.—Efficient inter- and after
coolers cool air BEFORE entering air receiver.
PROVED RELIABILITY.—Simple construction, generous 
working parts. Bullows Patent Valve Gear.

★ LIGHT ■ COMPACT ■ SILENT ■ FREE FROM VIBRATION
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Current Prices o f Iron, Steel, and Non-ferrous Metals
(Delivered, unless otherwise stated)

April 26, 1950
PIG-IRON

Foundry Iron.—No. 3 I r o n , C l a ss  2 :—Middlesbrough, 
£10 4 s.; Birmingham, £10 Os. 6d.

Low-phosphorus Iron.—Over 0 10 to 0.75 per cent. P, 
£11 15s. 6d., delivered Birmingham. Staffordshire blast
furnace low-phosphorus foundry iron (0.10 to 0.50 per cent. 
P, up to 3 per cent. Si)—North Zone, £12 2s. 6 d .; South 
Zone, £12 5s.

Scotch Iron.—No. 3 foundry, £11 18s. 3d., d/d Grange
mouth.

Cylinder and Retined Irons.—North Zone, £12 14s. 6d. ; 
South Zone, £12 17s.

Refined Malleable.—P, 0.10 per cent. max.—North Zone, 
£13 4s. 6 d .; South Zone, £13 7s.

Cold Blast.—South Staffs, £15 16s. 6d.
Hematite.—Si up to 2} per cent., S & P over 0.03 to 0.05 

per cent. ; N.-E. Coast and N.-W. Coast of England, 
£11 16s. 6d. ; Scotland, £12 3 s .; Sheffield, £12 9s. ; 
Birmingham, £12 15s.; Wales (Welsh iron), £11 16s. 6d.

Spiegeleisen.—20 per cent. Mn, £17 8s.
Basic Pig-Iron.—£9 17s. 6d., all districts.

FERRO-ALLOYS
(Per ton unless otherwise stated, basis 2-ton lots, d/d 

Sheffield works.)
Ferro-slllcon (6-ton lots).—45 per cent., £33 15s.; 

75 per cent., £49.
Ferro-vanadium.—35/60 per cent., 15s. per lb. of V.
Ferro-molybdenum.—70/75 per cent., carbon-free, 8s. 6d. 

per lb. of Mo.
Ferro-titanlum.—20/25 per cent., carbon-free, £100 per ton.
Ferro-tungsten.—80/85 per cent., 7s. per lb. of W.
Tungsten Metal Powder.—98/99 per cent., 8s. per lb. 

of W.
Ferro-chrome.—4/8 per cent. C, £60; max. 2 per cent. 

C, Is. 5£d. lb . ; max. 1 per cent. C, Is. 6d. lb . ; max. 0.15 
per cent. C, Is. 6Jd. lb .; max. 0'10 per cent. C, Is. 7d. lb.

Cobalt.—98/99 per cent., 13s. 6d. per lb.
Metallic Chromium.—98/99 per cent., 5s. H d. per lb.
Ferro-manganese (blast-furnace). — 78 per cent., 

£25 14s. 8d.
Metallic Manganese.—96/98 per cent., carbon-free, 

Is. 5£d. per lb.

SEMI-FINISHED .STEEL
Re-rolling Billets, Blooms, and Slabs.—B a sic  : Soft, u.t., 

£16 16s. 6 d .; tested, up to 0.25 per cent. C (100-ton lots), 
£17 Is. 6 d .; hard (0.42 to 0.60 per cent. C), £18 16s. 6 d .; 
«lico-manganese, £23 19s.; free-cutting, £20 Is. 6d. 
S ie m e n s  M a r t in  A c id  : Up to 0.25 per cent. C, £22 4 s .; 
case-hardening, £23 Is. 6 d .; silico-manganese, £26 6s. Od.

Billets, Blooms, and Slabs for Forging and Stamping.— 
Basic, soft, up to 0.25 per cent. C, £19 16s. 6 d .; basic, hard, 
over 0.41 up to 0.60 per cent. C, £21 Is. 6 d .; acid, up to 
0.25 per cent. C, £23 Is. 6d.

Sheet and Tinplate Bars.—£16 16s. 6d.

FINISHED STEEL
Heavy Plates and Sections.—Plates, ship (N.-E. Coast), 

£20 14s. 6 d .; boiler plates (N.-E. Coast), £22 2 s .; chequer 
plates (N.-E. Coast), £22 19s. 6 d .; heavy joists, sections, 
and bars (angle basis), N.-E. Coast, £19 13s. 6d.

Small Bars, Sheets, etc.—Rounds and squares, under 3 in., 
untested, £22 6 s.; flats, 5 in. wide and under, £22 6 s .; 
rails, heavy, f.o.t., £19 2s. 6 d .; hoop and strip, £23 Is. ; 
black sheets, 17/20 g., £28 16s.

Alloy Steel Bars.—1-in. dia. and up : Nickel, £36 8s.; 
nickel-chrome, £52 16s. 6 d .; nickel-chrome-molybdenum, 
£59 9s. 6d.

Tinplates.—I.C. cokes, 20 X 14, per box, 41s. 9d.,
f.o.t. makers’ works.

NON-FERROUS METALS
Copper.—Electrolytic, £162; high-grade fire-refined, 

£161 10s.; fire-refined of not less than 99.7 per cent., 
£161 ; ditto, 99.2 per cent., £160 10s.; black hot-rolled 
wire rods, £171 12s. 6d.

Tin.—Cash, £587 5s. to £587 10s.; three months, 
£587 10s. to £588 ; settlement, £587 10s.

Zinc.—G.O.B. (foreign) (duty paid), £95 10s.; ditto 
(domestic), £95 10s.; “  Prime Western,” £95 10s.; electro
lytic, £96 5 s .; not less than 99.99 per cent., £97 15s.

Lead.—Good soft pig-lead (foreign) (duty paid), £86; 
ditto (Empire and domestic), £86 ; “  English,” £87 10s.

Zinc Sheets, etc.—Sheets, lOg. and thicker, all English 
destinations, £111 10s.; rolled zinc (boiler plates), all 
English destinations, £109 10s.; zinc oxide (Red Seal), 
d/d buyers’ premises, £91.

Other Metals.—Aluminium, ingots, £112; antimony, 
English, 99 per cent., £160; quicksilver, ex warehouse, 
£18 5s. to £18 10s.; nickel, £321 10s.

Brass.—Solid-drawn tubes, lGjjd. per lb . ; rods, drawn, 
23d.; sheets to 10 w.g., 2 0 |d . ; wire, 2 1 |d . ; rolled metal, 
19 |d .

Copper Tubes, etc.—Solid-drawn tubes, 18Jd. per lb. ; 
wire, 182s. 6d. per ewt. basis ; 20 s.w.g., 209s. per cwt.

Gunmetal.—Ingots to BS. 1400—LG2—1 (85/5/5/5), 
£101 to £115 ; BS. 1400—L.G.3—1 (86/7/6/2), £110 to £122 ; 
BS. 1400- G l —1 (88/10/2), £158 to £200; Admiralty GM. 
(88/10/2), virgin quality, £185 to £195, per ton, delivered.

Phosphor-bronze Ingots.—P.B1, £162-£210 ; L.P.B1,
£120-£128 per ton.

Phosphor Bronze.—Strip, 28id. per lb . ; sheets to 10 w.g., 
3 0 Jd .; wire, 30j|d. ; rods, 28Jd .; tubes, 33£d.; chill cast 
bars : solids, 28 Jd., cored, 29£d. (C. C l if f o r d  &. S o n ,
L im i t e d .)

Nickel Silver, etc.—Ingots for raising, Is. 10Jd. per lb. (7%) 
to 2s. 8£d. (30% ); rolled metal, 3 in. to 9 in. wide X 
.056, 2s. 4Jd. (7%) to 3s. 2£d. (30% ); to 12 in. wide, 
X .056, 2s. 4£d. to 3s. 2 Jd .; to 25 in. wide X .056, 2s. 6Jd. 

to 3s. 4}d. Spoon and fork metal, unsheared, 2s. 2Jd. to 
3s. Id. Wire, 10g., in coils, 2s. 9£d. (10%) to 3s. 8d.; 
(30%). Special quality turning rod, 10%, 2s. 8£d.; 
15%, 3s. I d . ; 18%, 3s. 5£d.
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Personal
M r . C l a u d e  A. P a r s o n , of Guest, Keen & Nettlefolds, 

Limited, has been re-elected president of the Birmingham 
Exchange.

M r . and M r s . J .  P ic k e n  have celebrated their golden 
wedding. Mr. Picken was works manager with the 
Sinclair Iron  Company, Limited, Ketley, W ellington 
(Salop), w ith which firm he was associated for 32 years.

M r. J. C. G r o o c o c k , a director and chief engineer of 
Sulzer Bros. (London), Limited, m anufacturing engineers, 
is paying a visit to Australasia in connection with the 
company’s business in  traction, land, and m arine Diesel 
engines.

S ir  W il l ia m  L a r k e , director of the British Iron and 
Steel Federation from 1922 until his retirement in 
M arch, 1946, celebrated his golden wedding on A pril 11. 
Sir William, who is 75 this m onth, is still actively 
engaged in voluntary work.

M r . E .  V . P a r k in s o n , lately technical adviser to  the 
Tata Iron & Steel Company, Limited, India, and more 
recently a director and technical adviser to Tata, 
Limited, G rosvenor Place, London, S.W .l, has relin
quished his appointm ent with the latter company. He 
will, however, continue tem porarily to be associated with 
the company in a consulting capacity.

M r . D. C h e r r y  P a t e r s o n , managing director of 
Paterson Hughes Engineering Company, Limited, has 
left this country for a business tour of South Africa. 
H e will be away three months, during which period he 
will be based on the company’s South African sub
sidiary, Paterson Hughes Engineering S.A. (Pty.), 
Limited, P.O. Box 811, Johannesburg.

M r. J a m e s  S t e e l , assistant managing director of 
Steel & Company, Limited, founders, heating, etc., 
specialists, of Sunderland, has returned to Britain after 
a three-m onths’ business visit to India and M alaya,

w h e re  h e  o b ta in e d  o rd e rs  fo r  c ra n e s  a n d  o th e r  h a n d lin g  
e q u ip m e n t w o rth  a b o u t  £500,000. M r . J .  E . St e e l , 
h is  b ro th e r , h a s  been  on  a  v is it to  C a n a d a , w h e re  h e  
o b ta in e d  se v e ra l o rd e rs .

P r o f . E. K. R id e a l  was elected president and 
P r o f . R . P . L in st e a d  vice-president of the Chemical 
Society at the annual general meeting of the Society 
held in Edinburgh recently. Members of Council 
elected w ere :— D r . J. S. A n d e r so n  (Harwell); P r o f . 
L. H u n t e r  (Leicester); P r o f . F. E. K in g  (Notting
ham); and D r . L. N. O w e n  (London Im perial College). 
P r o f . Ian  H f.il b r o n , who retires from the presidency, 
becomes a vice-president who has filled the office of 
president.

M r . J . P . M cM u r ra y , chief works accountant, and 
M r . J. H . W e a r s , works manager, of the English Electric 
Company, Limited, at Stafford, have retired. Mr. 
M cM urray was with the M etropolitan-Vickers Electrical 
Company, Limited, at Sheffield before going to Stafford. 
Mr. Wears joined the English Electric Company in 1928 
as superintendent of the switchgear department, and in 
1934 was appointed chief superintendent a t the Stafford 
W orks. During the war, Mr. Wears was responsible 
fo r tank production.

M r . J .  B. D e a k in , works m anager at the East M oors 
W orks, Cardiff, of Guest, Keen Baldwins Iron & Steel 
Company, Limited, has retired after nearly 4 0  years’ 
service. He joined Guest, Keen & Nettlefolds, Limited, 
in 1912 as coke-oven m anager a t Cwmbran and held 
this position until 1930, when he was appointed fuel 
technologist to Guest, Keen & N ettlefolds & Baldwins, 
Limited. Mr. Deakin took a considerable part in the 
reconstruction of the East M oors W orks in 1934-35 
and, on the completion of .the works in 1936, he was 
appointed deputy works manager, becoming works 
manager in 1947. Mr. Deakin is succeeded by M r . 
W. C. S m it h , the assistant works manager.
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CLASSIFIED ADVERTISEMENTS
PR E P A ID  R A T E S • Twenty words for 5s. (minimum charge) and 2d. per word thereafter.

2s. extra (including postage of replies).
Box Numbers.

Advertisements (accompanied by a  remittance; and replies to Box Numbers should be addressed to the Advertisement 
Manager, Foundry Trade Journal, 49, Wellington Street, London, W.CL2. If received by first post Tuesday advertisem ents 
can normally be accommodated in the following Thursday’s issue.

S IT U A T IO N S ^  W A N T E D

IN V EST M E N T (L ost W ax).—CA STING  
E X P E R T . A .I.M ., M .I.B .F ., desires 

nosition of re sponsib ility ; energetic , 
en th u sias tic , an d  capab le  of con tro lling  
mixed personnel.—Box 360, F o u n d r y  T r a d e  
J o u r n a l . _________________________ _______________

I T t O U X i m V  FO R EM A N  ( a g e d  40) Jt; ( A lu m in iu m )  s e e k s  p o s i t i o n ;  a b l e  to  
t a k e  f u l l  c o n t r o l ;  18 y e a r s ’ e x p e r i e n c e ,  
10 y eaT S  e x e c u t iv e ,  m a c h i n e  c a s t i n g  b i l l e t s  
f o r  e x t r u s io n ,  r o l l i n g  s l a b  p r o d u c t io n ,  
i n g o t  c a s t i n g — B o x  392, F o u n d r y  T r a d e  
J o u r n a l .  _____ __________

o iN B iF M C T A L L B R G I S T  (25), due 
from  A u stra lia  in  O ctober, requ ires 

fu rth e r experience in  Iro n  and  s te e l 
Foundries; p a r t  experienced m  ac id  and 
basic  open h e a rth s , h igh-frequency 
fu rnaces, a n n ea lin g  coDtrol. ro ll m anu- 
fa c tu re , re frac to ries .—Box 384, F o u n d r y  

T r a d e  J o u r n a l .   ,_________

KE E N  ra te fix in g  a n d  incen tive  bonuses 
on m echanised  a n d  floor; p roduction  

scheduling , cost contro l, p ro g ress in g ; ex
perienced m an  seeks position, p referab ly  
M idlands.—Box 404, F o u n d r y  T r a d e  
J o u r n a l .

Me t a l l u r g i s t ,  ag e  33, experienced
in  a ll  aspec ts  lab o ra to ry  a n d  p lan t 

con tro l of g rey  iron , non-ferrous and  
m alleab le  cas tin g s , seeks post a s  C H IE F  
M E T A L L U R G IST  o r A SSISTA N T 
FO U N D R Y  M ANAGER ivith  progressive 
com pany, B ox 366, F o u n d r y  T r ad e  
J o u r n a l .

Q u a l i f i e d  m e t a l l u r g i s t  (B .sc .
Loud. E x t., silver m e d a llis t London 

C ity  a n d  G uilds), desires c h an g e ; 25 years  
experience lab o ra to ry , iro n  a n d  steel 
foundries, open h e a r th  a n d  an c illa ry  
p lan t, converter, cupola a n d  foundry  
m a n ag em en t.—Box 352, F o u n d r y  T radh  

J o u r n a l .

V i t r e o u s  e n a m e l  c h e m i s t  a n d
TE C H N O L O G IST , h ig h ly  qualified  

an d  well know n in  In s ti tu te ,  seeks position  
o f g re a te r  scope a n d  responsib ility , p re 
fe rab ly  in  London a re a ;  12 y ea rs ’ experif 
cnee in  M id lands includes enam el develop
m en t for g roup  of com panies using  own 
f r i t .—B ox 400, F o u n d r y  T r ad e  J o u r n a l .

s i t u a t i o n s  V a c a n t

ITIOUNDRY FO R EM A N  req u ire d ; m ust 
have extensive experience o f floor 

a n d  m ach ine m oulded c a s tin g s  in  g rey  iron  
up  to  5 tons; for F o undry  in th e  M id lands; 
good sa la ry  a n d  p rospects fo r right- n fan .— 
Box 390, F o u n d r y  T rade  J o u r n a l .

W A N TE D .—E xperienced C L E R K , to  
ta k e  ch arg e  of progressive Foundry  

Office in Sw ansea a re a ;  s ta te  experience 
a n d  sa la ry  requ ired .—A pply  B ox 270, 
F o u n d r y  T r a d e  J o u r n a l . _____________________

MA N A G ER  requ ired  fo r N on-ferrous 
Foundry  in  M iddlesex; must- be 

first-class m an, capab le  of d ea lin g  w ith  
ca s tin g s  up  to  15 cw t.—Apply in  first 
in s tan ce  to  Box 394, F o u n d r y  T r a d e  
J o u r n a l .

S IT U A T IO N S  V A C A N T —Contd. S IT U A T IO N S  V A C A N T — Contd.

W 7 0 R K S  MANAGER for small IT Foundry, Manchester a rea ; good 
opportunity for progressive mail.—Apply, 
s ta tin g  age, experience, and salary re
quired, to Box 402, F o u n d r y  T r a d e  
J o u r n a l .

B R IT IS H  E L E C T R IC IT Y  A U T H O R IT Y

S O U T H  W A L E S  D IV IS IO N

A p p l i c a t i o n s  are invited for the
follow ing ap p o in tm en ts  a t  D ivisional 

H e ad q u a rte rs , a t  s a la rie s  in accordance 
w ith  C lass A X /C X  of th e  R evised N a tio n a l 
J o in t  B oard Schedule

(1) M E T A L L U R G IST . G rade 4 (£684- 
£864 per annum ).

All can d id a tes  should  possess a  U n i
v ersity  D egree, and  p reference will be 
given to  those who have done some re
search  in  m e ta llu rg ica l sub jects . Con
s id era tio n  w ill be given  to  o ffering  G rade 3 
( £737-£921) to  those a lso  h av in g  extensive 
experience.

(2) CO M BU STIO N  E N G IN E E R . G rade 
3 (£737-£921).

A p p lican ts  should have ob ta ined  the  
H ig h e r  N a tio n a l C ertifica te  or equ ivalen t, 
a n d  h ave  h a d  extensive experience in the  
opera tion  and  efficiency con tro l o f h igh  
pressure s team  p lan t.

(3) ST A T IS T IC IA N  A N D  RECO RD S 
E N G IN E E R . G rade 5 (£579-£753).

C an d id a tes  should  be U niversity  
G radua tes , a n d  h ave  specialised  in 
s ta t is t ic a l  sub jec ts . Some p ra c tic a l ex
perience in th e  E lec tric ity  Supply  In d u s try  
would be a n  ad v an tag e .

(4) STEAM E N G IN E E R . G rade 3 (£737- 
£921).

C onsiderable experience of p la n t erec
tion  a n d  o pera tion  essen tia l, a n d  a p p li
can ts  should be C orporate  M em bers of th e  
In s titu tio n s  o f M echan ical o r E lec trica l 
E ng ineers .

(5) T E C H N I C A L  E N G IN E E R IN G  
ASSISTANTS. G rade  3 £737-£921).

A p p lican ts  should  have had  considerable 
experience in  th e  design  an d  te s tin g  o f one 
of th e  fo llow ing types of e q u ip m e n t:—

(a) A.C. ro ta tin g  m ach inery .
(b) S w itch g ear (from  33 kV upw ards).
(c) T ransfo rm ers  w ith  on load ta p  

c h an g in g  equ ipm ent.
(d) Cables (from  33 kV upw ards).
I n  a d d itio n  to  th e ir  w ork on equ ipm ent 

on w hich th ey  have specia l know ledge, th e  
successful a p p lic a n ts  will be expected  to  
ta k e  p a r t  in th e  gen era l tech n ica l work 
in the  D ivision.

The abovo ap p o in tm en ts  a re  super
a n n u a t e  under th e  B ritish  E lec tric ity  
A u th o rity  a n d  A rea B oards Scheme.

Fo rm s of a p p lic a tio n  m ay  be obtained  
from  th e  D iv isional S ec re ta ry  a t  th e  
a d d re ss  below, to  whom  com pleted ap p lic a 
tions should be re tu rn ed  no t la te r  th a n  
10th M ay, 1950, in  sealed envelopes 
endorsed w ith  th e  ap p o in tm e n t sough t.

H . V. P U G H ,
D iv isional C ontroller. 

C ardiff (P en g am  Moors) A irport, C ardiff.
19th A pril, 1950.

A N o ld-established  I ro n  Foundry ' re 
qu ire s  a  G E N E R A L  M AN A G ER; 

ap p lic an ts  should be betw eon, say , 35 and  
50 y ea rs  of a g e ; th ey  should have a  first- 
c lass  techn ica l background , have the  
ab ility  to  m ak e  developm ents, an d  to  bo 
solely responsib le to th e  B oard  for th e  
to ta l econom ic opera tion  an d  c ap ita l ex
p en d itu re  of th e  foundries.—F u ll deta ils, 
in c lud ing  sa la ry  b rac k e t, in  confidence, to  
C hairm an , Box 378, F o u n d r y  T r a d e  
J o u r n a l ^ ________   ■ ■

FO U N D R Y  FO R E M A N  requ ired  fo r 
E a s t London Jo b b in g  Grey Iro n  

F o u n d ry ; only m en  w ith  first-class experi
ence need a p p ly ; m ust be capable  of con
tro llin g  an d  tra in in g  labour, a n d  have a  
sound a n d  p ra c tic a l experience.—W rite , 
g iv in g  d e ta ils  of proven a b il i ty ;  s a la ry  
£550 p e r an n u m ; good prospects for th e  
r ig h t  m an .—Box No. 185, W .B .G ., 39, 
C heapside, E .C .2.______________________ .

O U N D R Y  S U P E R IN T E N D E N T , w ith 
com m ercial experience, a g e  35/45, for 

50/60 to n  per w eek F o undry  in N orth- 
W est; m u s t be fu lly  experienced in  semi- 
repc tition , looso a n d  m ach ine m ould ing  
up to  1 to n ; excellen t o p p o rtu n ity  fo r good 
o rg an iser in ad d itio n  to  above q u a lifica 
tions.—W rite  in confidence, s ta t in g  ag e , 
experience, s a la ry  expected , to  Box 368, 
F o u n d r y  T rade  J o u r n a l .

F

T\/f A N A G E It for Foundry  requ ired  by 
i l J L  In d ia n  T e x tile ' M achine C om pany; 
ap p lic an ts  m u s t have h ad  experience of 
m echanised  foundry  p roduction , skilled 
an d  sem i-skilled fiodr m ould ing  and  
gen era l foundry  o rg an isa tio n , inc lud ing  
contro l of a  m e ta llu rg ica l la b o ra to ry ; give 
fu ll d o ta ils  of cxperiehce an d  q u a lifica 
tions, a g e  an d  sa la ry  req u ired ; th e  
successful can d id a te  w ill, be requ ired  to  
pass a  m edical exam ination .—B ox 380, 
F o u n d r y  T r a d e  J o u r n a l .  ____________ _

ME T A L L U R G IC A L  E N G IN E E R  (age  
30/35 years) fo r Alloy Steel Foundry , 

Sheffield d is tric t, engaged  in  th e  produc
tio n  of H ig h  Q uality  Corrosive a n d  H eat- 
R es is tin g  Steel C astings, by  S ta tic  an d  
C en trifu g a l m ethods; th e  position is p ro
gressive, a n d  offers good p rospects; in it ia 
tiv e  a n d  energy  a re  e ssen tia l; com m ercial 
experience a n  ad v an tag e .—W rite, s ta t in g  
fu ll d e ta ils  of career, etc., qua lifica tions 
a n d  sa la ry  requ ired , to Box 374, F o u n d r y  
T r a d e  J o u r n a l .________________________________

R E Q U IR E D  fo r B lack h ea th , B ir- 
- m ingham . A SSISTA N T M ANAGER. 

30/35 y e a rs  of a g e , for Alloy Steel 
F o u n d ry ; m u s t be accustom ed to  the  p ro 
duction  of H ig h  Q uality  Corrosive a n d  
H e at-R esistin g  Steel C astings, by  S ta tic  
and  C en trifu g a l m ethods; in itia tiv e  and  
energy  a re  e ssen tia l; com m ercial exoeri- 
ence w’onld be a n  ad v an tag e .—W rite , 
s ta t in g  full d e ta ils  of career,- etc .. q u a li
fications an d  sa la ry  requ ired , to  B ox 376, 
F o u n d r y  T r m ie  J o u r n a l .   ______________

ST E E L  F o u n d ers  req u ire  tw o full-tim e 
SALES R E P R E S E N T A T IV E S , p re 

fe rab ly  w ith- know ledge of Steel F o u nd ing  
a n d  E n g in ee rin g  in d u strie s .—W rite , s ta t in g  
ag e , qua lifica tions, etc., to  B ox 396. 
F o u n d r y  T r a d e  J o u r n a l .
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S IT U A T IO N S  V A C A N T — Contd.

F O U N D RY  S U P E R IN T E N D E N T  re 
q u ired  by  N o rth -E ast C oast Jo b b in g  

P o undry  m ak in g  ap p ro x im ate ly  100 tons 
c a s tin g s  per w eek in  g reen  sand, d ry  sand  
and  loam ; on ly  those w ith  first-class 
p ra c tic a l expo rienc i a l l  b ran ch es  need 
ap p ly ; th e  post is pe rm a n e n t and  p ro 
g re s s iv e —A pply  Box 382, F o u n d r y  T rade 
J o u r n a l .

B U S IN E S S  W A N T E D

B L A C K H E A R T 'M alleab le  I ro n  Foundry  
requ ired , w ith  cap a c ity  fo r sub 

co n tra c t w ork o r w illing  to  dispose of p a rt 
or whole of o u tp u t o r business.—W rite 
Box 388, F o u n d r y  T r a d e  J o u r n a l .

B U S IN E S S E S  F O R  S A LE :

F O R im m ed ia te  SALE by P R IV A T E  
B A R G A IN  a s  G O IN G  C O NCERN  

ow ing to  d e a th  of su rv iv ing  p a rtn e r, 
FO U N D R Y  B U S IN E S S  in BU SY  IN D U S 
T R IA L  C E N T R E  of F ife, Scotland, p ro
d u c in g  g rey  , c a s t iron , etc., cas tin g s  w ith  
a ll  u su a l offices, shop, stores, a n d  b u ild 
ings, c ranes an d  equ ipm ent. B u ild ings 
an d  y a rd  occupy 3 acres, a n d  am ple  a d d i
tio n a l ground  fo r developm ent. R ailw ay  
s id in g  m  y ard  fo r load ing  an d  un load ing . 
C ap ita l requ ired  £10.000.—F u r th e r  p a r 
t ic u la rs  from  D. M. F e r g u s o n ,  Solicitor, 
24, Queen A nne S tree t, D unferm lino  (Tel. 
751), w ith  whom offers should  be lodged.

P A T E N T

TH E  P ro p rie to rs  of P a te n t No.
579,556, fo r “  P ro tec tiv e  C overing for 

M etal A rtic les a n d  M othod of A p p ly ing ,”  
desiro to  secure com m ercial exp lo ita tion  
by licence or o therw ise in th e  U nited 
K ingdom .—R ep lies to  H a s e l t i n e ,  L a k e  & 
Co., 28, S ou tham pton  B uild ings, C hancery  
Lane, London, W.C.2.

^ M A C H IN ER Y  W A N T E D

W A N T E D

One or two Single arm Sandslingers
as illustrated.

Condition no object'on
Reply Box 960, F oundry T ra d e  Journal, s ta ting  
P rice , genera l co n d itio n , m o to r  particu lars, 

location  fo r inspection .

M A C H IN E R Y  W A N T E D —Confd.

CO R E  B L O W E R  w an ted ; Dem m ler, 
O sborn, In te rn a tio n a l o r T i ta n ; a n y  

condition .—S ta te  size, typo, a n d  fn ll p a r
ticu la rs , Box 962, F o u n d r y  T r a d e  J o u r n a l .

ST E E L  F o undry  req u ired  S tr a ig h t J a r r  
o r J o l t  Rollover M achine, h av ing  

c ap ac ity  over 2,000 lbs; p lease give com 
plete  d e ta ils  of s ty le , c ap ac ity  an d  price 
requ ired .—Box 398, F o u n d r y  T r a d e  
J o u r n a l .

U RGENTLY WANTED.—All types of 
Foundry P lant, including Sand Mill», 

Cnpolaa, Blowing Fans, Hand and Pneu
matic Moulding Machines, Sand Mixers. 

S. C . B ILSB Y , A .M .I.C .E ., A .M .I.E .E ., 
C re s s w e lls  E n g in e e r in g  W o rk * , L a n g ley  
G re e n ,  n r .  B irm in g h a m . B ro a d w e ll 1359

W A N T E D

Mo d e r n  f o u n d r y  p l a n t ,  of ail 
descrip tions. W E  W IL L  P A Y  CASH.

F R A N K  SA L T  & C O ., L T D ., 
S ta t io n  R o ad , B la c k h e a th , B irm in g h a m . 

BLA . 1635.

W A N T E D

CU PO LA S of a ll  sizes, also  C upolettee; 
cash w aiting .

F R A N K  S A L T  & C O ..L T D .,
S ta t io n  R oad , B la c k h e a th , B irm in g h a m . 

BLA . 1635.

M A C H IN E R Y  FO R  S A LE

FOR SA LE.—One TRAYCOR Double 
C ham ber M odern F u rn aces  & Stoves 

Core Stove, coke breeze firing  type, com
plete w ith  re -c ircu la tin g  m o to r a n d  fa n ; 
also  sp are  m otor a n d  fa n ; m otors wound 
for 440 volts, 3-phase, 50 cycles supp ly ; 
a ll  in good cond ition ; inspection  inv ited .— 
Box 386, F o u n d r y  T r a d e  J o u r n a l .

FOR SALE.—M organ T iltin g  F u rn ace ; 
250 lbs. C.A., coke fired, in  perfec t 

condition , w ith  fa n .—S a n d e r s o n ,  4, A lpha 
S treet, Leeds, 11.

F OR SALE.—R oots Positive  Blower;* 
3 in. o u tle t; sound cond ition ; cheap  

for qu ick  sale .—S a n d e r s o n ,  4, A lpha S treet, 
Leeds, 11.

PAN M ILL S, 4 ft. a n d  5 ft. d ia ., under- 
driven , s ta t io n a ry  pans, self-dis

ch a rg in g  new, fo r delivery  from stock .—W. 
& A. A. B r e a le y  ( M a c h in e r y ) ,  L t d . ,  Eccles- 
field, Sheffield.

DELIVERY EX STOCK
New shot blast cabinets 

complete with Dust 
Extractors, etc., size 5ft.x  3ft. 
Also new.8ft. cube room Plants 

Low prices.
Illustrated catalogues free on 

request from

ELECTROGENERATORS
LTD.

14 AUSTRALIA RD., SLOUGH 
TM aphane i SLO U G H  22877 

B U Y  F R O M  U S A N D  S A V B  M O N E Y

M A C H IN E R Y  F O R  S A L E — Corrfd
S C O T T IS H  F O U N D R Y  S U P P L IE S  C O .

MO U L D IN G  M achines, H eavy  D uty  
G rinders, Coke, O il, G as F ired  

F u rnaces, F luxes, Sairsct, H .T . Cem ent. 
Cupola an d  R am m ing  P la s tic s , S traw  
Rope, M oulding Boxes, Coro Gum , P lu m 
bago, P a r t in g  Pow der, All Foundry  R equ i
sites, m ostly  ex-stock.

55, W e s t  R e g e n t S t r e e t ,
G la sg o w ,

D o u g la s  0488/9.

F O R  SA LE

P O R TA B LE Sand M ill, in  new condi- 
d ition , fitted  5 f t .  under-driven  re 

volving pan  a n d  tow bar. C an be m otorised. 
S. C, B ILSBY , A .M .I .C .E ., A .M .I.E .E ., 

C ro s sw e lls  E n g in e e r in g  W o r k s ,  L ang ley  
G re e n ,  n e a r  B irm in g h a m . B ro ad w e ll 1359

M IS C E L L A N E O U S .

SHOT-BLASTING PLANTS; Room. 
Cabinet, B arrel Types. Can be 

supplied with Air Compressor, Air Re
ceiver, Dust Extraction, Fans. Dust 
Collecting Units, Electric Motors, etc. 
All types of Air Compressors in  stock, w ith 
or without electric motors.

S. C . B ILSBY , A .M .I.C .E ., A .M .I.E .E ., 
C ro ssw e lls  E n g in e e r in g  W o rk s ,  L ang ley  

G re e n  n e a r  B irm in g h a m . B ro ad w e ll 1359

M O U L D IN G  M A C H IN E S  IN  S T O C K

FO U N D R Y  E q u ip m en t T ype H R O , w ith  
h and  rollover tab le  and  pneum atic  

p a tte rn  d raw .
F .E . J o l t  Squeeze Type CAI.
F .E . H an d  R am  P n eu m atic  p a tte rn  draw  

size P R O . No. 6, tu rn o v er tab le ,
F .E . H an d  sizo AB2 sw ing  head pin  lif t.
N icholls J o l t  Squeeze p illa r ty p e  sw ing  

head-press. ty p e  10.
M um ford T ype p la in  J o ltc r  P J4 .
B .M .M . H an d  Squeeze SF1.
J a c k m a n  Squeeze P n eu m a tic  P a tte rn  

D raw .
B.M .M . Type AT4 P n e u m a tic  Jo lt 

Squeeze.
Pneu lec  H erm an  J a r r  Rollover, 750 lbs. 

capac ity .
Colem an T ype CNS. P n eu m a tic  Squeeze.
S tan d a rd  size A daptable», m odern type.
B .I . M agnetic  M oulding M achines: 

ty p es  SS960 a n d  D F B ; 240 volts d.c.
S. C . BILSBY , A .M .I.C .E ., A .M .I.E .E ., 

C ro ssw e lls  E n g in e e r in g  W o r k s ,  L ang ley  
G re e n ,  n e a r  B irm in g h a m . B ro a d w e ll 1359

UNIVERSAL CONVEYOR CO. LTD.
DE MONTFORT STREET. LEICESTER

PHQNE 65556
STANDARD PORTABLE CONVEYORS FROM^TOCK
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M A C H IN E R Y  F O R  S A L E — Contd. M A C H IN E R Y  F O R  S A L E -C o n td . M A C H IN E R Y  F O R  S A L E — Could.

F O R  SA L E

Ru m b l i n g  b a r r e l ,  4 f t .  long  by
2 f t .  6 in . M otorised, heavy duty . 

400/ 3/50 supp ly . As new. £150.
F R A N K  SA L T  & C O ., LT D . 

S ta t io n  R o ad , B la c k h e a th , 
B irm in g h a m .

F O R  SA LE

T IL G H M A N  W heo lab rato r Shot B la s t
in g  M achine; room 9 f t. by 5 f t .  by 

8 f t . ;  ro ta tin g  tab io  7 f t. d ia .;  com pleto m  
every d e ta il.

F R A N K  SA L T & C O .,  L T D ., 
S ta t io n  R o a d , B la c k h o a th , B irm in g h a m . 

BLA . 1435.

6 0 0
A IR  C O M P R E S S O R S

-g r A A  • O .E.M ., A L L E Y  & JL »OUU M cL EL LA N , ty p e  31B, size 
12, vert., 2-crank , doublo a c tin g , enclosed, 
2-stage, w .p. 100 lb., 293 r .p .m ., w ith  a u to 
m a tic  un loader, h a n d , un loader an d  
cy lind rica l in tercooler, driven  from  300-h^p. 
s lip r in g  E n g lish  E lec tric  m o to r 2,500/3/50, 
w hich can  be rew ound fo r s ta n d a rd  
voltages.

1,500-c.f.m ., B E L L IS 9  & M ORCOM, 
2-stage, 2-crank, w .p. 100/110 lb., 325 r.p .m ., 
com plete w ith  in tercooler, valves an d  
accessories. C an bo offered fo r b e lt drive 
to  m o to r o r d irec t coupled to  B eiliss  engine 
a s  s team  d riv en  un it.

490-c.f.m ., BROOM  & W A DE, m a k e r’s 
No. 23022, vert., 3 cyl., s ing le  s tag e , w ater- 
cooled, 30 lb. w .p., 323 r.p .m ., d irec t
coupled 55-h.p. au to , synch. C rom pton 
m o to r 400/3/50.

400-c.f.m., T IL G H M A N , ty p e  GB3, vert., 
2-stage, w atercooled, 100 lb. w .p., 320 r.p .m ., 
w ith  in tercooler.

300-c.fjn., A LL EY  & M cLELLA N , 
ty p e  23B, vert., s ing le  c ran k . 2-stage, 
w atercooled, 100 lb. w .p., 360 r.p .m .,
d irec tly  m ounted  in tercoo ler, vert., floor 
m o u n tin g  aftercoo ler, “  \  ”  b e lt driven  
from  671-h.p. B .T .H . s lip rin g  m otor 
400-440/3/50, 965 r .p jn .

Two 300-c.f.m.. BROOM  & W ADE, type  
EH240, vert., tw in  cyl., single  s tag e , w ater- 
cooled, 100 lb. w .p., 310 r.p .m ., a rra n g e d  
vee b e lt d riven  from  65-h.p. C rom pton 
s lip rin g  m o to r 400/3/50.

150-c.f.m., T IL G H M A N , 2-stage, w ater- 
cooled, tru n ca ted  p is to n  ty p e , 350 r.p .m ., 
100 lb. w .p., a r ra n g e d  flat b o 't d riv e  from  
35-h.p. s lip rin g  m o to r 400/3/50.

F o u r 140-c.f.m., F U L L E R T O N , HOD- 
G A RT & BARCLAY, 2-stage, 2-crank, 
w atercooled, 100 lb. w .p., 600 r.p .m ., fitted 
in tercoo ler, and  w ith  au to m a tic  unloader, 
a rra n g e d  vee rope d rive  from  30-h.p. A lpha 
H a r r is  s lip rin g  m otor 400/3/50.

124-c.f.m., R EA V EL L, 2-crank, 4-stage, 
w atercooled, 365 r.p .m ., 4,000 lb. w .p., w ith  
in tercoo lers  an d  afte rcoo lers . Also com 
p le te  w ith  A ir B ottle  5 f t .  by  8 in . tested  
to  6,000 lb. w .p.

GEORGE COHEN
S O N S  & C O .,  L T D .

W O O D  L A N E , L O N D O N , W .I2
T e l : S h e p h e rd s  B ush 2070

and S T A N N IN G L E Y  nr. LE ED S
T e l : P u d se y  2241

SA N D  M IX E R S  a n d  D IS IN T E G 
RA TO RS fo r F o undry  an d  Q u a rry ; 

c ap ac itie s  from  10 cw ts. to  10 to n s  per h r. 
—W. & A. E. B r e a l e y  ( M a c h i n e r y ) ,  L t d . ,  
S ta tion  W orks, Ecclesfield, Sheffield.

F O R  SA LE.

A IR  C O M P R E S S O R S .
1  o  A  CU. F T ., B room wado, T ype D.22, 
l O U  w atercooled, V ertical A ir Com
pressor; 100 lb. p e r  sq. in . w ork ing  pres
su re ; flywheel grooved fo r vee bo lt drive.

100 cu. ft., B room w ade. T ype E.P.660, 
w atercooled, V ertica l A ir C om pressor; 
100 lb. per sq . in . ivorking  p ressu re ; fly
w heel grooved fo r b e lt drive.

80 cu. f t. ,  Broom w ade, T ype D.21, w ater- 
cooled, V ertica l A ir C om pressor; 100 lb. 
per sq . in . w ork ing  p ressu re ; flywheel 
grooved fo r vee b e lt drive.

50 cu. ft., B room w ade, Typo T .H .220, 
w atercooled A ir C om pressor; 100 lb. per 
sq. in . w ork ing  p ressu re ; flywheel grooved 
for vee belt drivo.

12/30 cu. f t., Broom w ade, Types N.3, N.4, 
and  N.5; watercooled A ir C om pressors; 
100 lb. p e r  sq. in . w ork ing  p ressu re ; Sets 
m otorised, 400/3/50 cycles supply .

  F rom  Stock.
J O H N  C A S H M O R E , L T D ., 

E n g in e e rs ,
N e w p o r t ,  10, M e n . P h o n e ;  3944 (4 lin e s )

L L f ° R ~ . s a l e

Mo u l d i n g  m a c h i n e s ;
M cN abb la te s t type  J o l t  

Squeeze P a tte rn  D raw  M achines; 
two a t  £120 each.

TABOR Squeeze P a t te rn  D raw  
M achines; 14 in . by 16 in .; £45 
each.

FU R N A C E S ; M organ  B ale-ou t; 
oil-fired; 400 lb s.; new ; £85.

M organ C entre  A xis; coke-fired; 
600 lbs.; "  S ”  ty p e ; £145.

M o rg an ; 600 lb s .; “  CA ” ; gas- 
fired; a s  new ; £148.

M organ L ip  A xis; a s  new ; £175.
M organ C entre  A xis; C .A .; oil- 

fired; as  new : £185.
C U P O L A S : 31 in . d ia ., new, 

w ith b rick  lin in g , an d  K e ith  
B lackm an  a.c. F a n ; £185.

36 in . C upola, w ith  a ll  accessories, 
by Jac k m a n , w ith  K e ith  B lackm an 
F a n  and  M otor; £250.

Several nearly  new B allard  Gas- 
an d  Coke-fired Core Stoves cheap.

L arge  Double Disc Sand ing  
M achine, a s  new, fo r p a tte rn  shop ; 
£45.

50 b ran d  new B room w ade A ir 
R eceivers; a ll  sizes, cheap.

Approx. 1,100 b ran d  new A.C. 
M otors (p lease  s ta te  req u ire 
m ents).

F ireb ricks, a ll  sizes, fo r cupolas, 
ex-stock.

“  H illto p  ”  H an d  - Squeeze 
P a tte rn -D raw  M oulding  M achine; 
a s  new ; £45.

C um m ings F u rnaces, several, as  
new, w ith  A.C. F an s , a t  £65.

A pprox. 75 b ran d  new K eith  
B lackm an  C upola F an s .

C atalogues free on req u est; your 
enqu iries  for a ll  foundry  p la n t 
receive carefu l a tte n tio n .

E L E C T R O G E N E R A T O R S , L T D ., 
A u s t r a l i a  R o ad , S lo u g h .

T e le p h o n e  : S lo u g h  22877.

FO R  SA LE,—S klenar F u rn ac e ; capac ity  
500 lb s .; oil fired; com plete w ith  

b low er; sp are  se t of b ricks for re lin in g ;

Srice £300.—B ox 286, F o u n d r y  T r a d s
O U RN A L.

A L B IO N W O R K S

“ P O L F O R D ”  F O U N D R Y  P L A N T  & 
E Q U IP M E N T — IM M E D IA T E  D ELIV ERY

P O L F O R D ” CORE SAND M IX E R , 
1-cwt. capac ity , 74 h.p. M otor; 3-ewt 

cap ac ity , 124 h .p . M otor.
" P O L F O R D ” LA BO RA TO RY  M IX E R  

50-lbs. c ap ac ity , 2 h .p . M otor.
“  P O L F O R D  ”  R O TA R Y  M IX E R  

M IL L E R  ivith  A era to r, 5-cwt. capac ity , 
20 h.p. M otor; 3-cwt. c ap ac ity , 15 h.p. 
M otor.

A L L  T H E  ABOVE W O U N D  F O R  400/440 
volts, 3-phaso, 50 cycles.

" PO L F O R D  ”  FU R N A C E S C E N T R A L  
A X IS -C O K E  F IR E D , 100-lbs., 150-lbs., 
250-lbs. and  400-lbs. cap ac ity .

O IL  F I R E D —d itto —400-lbs. cap ac ity .
" P O L F O R D ” C R U C IB L E  F U R N A C E - 

O IL  F IR E D , 200-lbs. capac ity .
“ PO L F O R D  ”  COKE F IR E D  M OULD 

D R IE R .
“ P O L F O R D ” 'V IBRA TO R Y  K N O CK 

O U TS of 1-ton cap a c ity  a rra n g e d  for 
M otor D rive  th ro u g h  vee belts. Id e a l 
fo r k nock ing  o u t m ould ing  boxes a n d  a  
re a lly  first-class job.

W E  A R E SOLE S E L L IN G  A G E N T S F O R  
T H E  “  P O L F O R D  ”  R A N G E  O F 
FO U N D R Y  P L A N T  A N D  E Q U IP 
M EN T, A ND I F  YOU DO NOT SE E 
L IS T E D  T H E  IT E M  R E Q U IR E D  
P L E A S E  L E T  U S H A V E D E T A IL S . AS 
IN  AN Y  CASE W E CAN U SU A LLY  
G IV E  V ER Y  GOOD D E L IV E R Y .

THO? W. WARD LTD.
A L B IO N  W O R K S  : S H E F F IE L D

P h o n e  26311 ’G r a m s :  " F o r w a r d .”

Remembt' W ords m igm  hove It!

C A P A C IT Y  A V A IL A B L E

CA PA C ITY , su b sta n tia l, a v a ilab le  im 
m ed ia te ly , fu lly  m echanised  F o u n d ry ; 

h ig h  q u a lity  G rey Iro n  an d  M ailcablc 
C as tin g s ; boxes up  to  28 in . by 16 in . by 
5 in .; P a tte rn m a k in g  fac ilitie s  i f  requ ired . 
—E . J .  W a l l a c e ,  50, W elling ton  S tree t, 
G lasgow , C.2.

AV A IL A B L E  N OW .—F lo o r M oulding 
c ap a c ity  fo r sm all or la rg e  q u a n ti

ties  Good G rey Iro n  C astin g s; p a tte rn s  
m ade  p rom ptly  if  req u ired ; old estab lished  
Foundry  in M idlands.—Box 460, F o u n d r y  
T r a d e  J o u r n a l .

CA PA C IT Y  av ailab le  fo r A lum inium  
C astings  to  a ll specifications; we 

specialise in  Conveyor an d  B ottom  P la te s  
of a ll  types.—B e e h i v e  F o u n d r y ,  50, H all 
Lane, W alsa ll W ood, Staffs.

Ma l l e a b l e  i r o n  f o u n d r y  has
considerable  c ap ac ity  av a ilab le  for 

a ll  types of sm all w ork , qu ick  delivery 
g u a ran teed .—Box 230, F o u n d r y  T r a d «  
J o u r n a l .

A  P .  H O L L IN G S  & SONS, E n g in ee rs ’
• P a tte rn  an d  Model M akers, 2, 

N elson Mews, Southend-on-Sea. Tel. 46863.


