
HARD MOULDS with the aid of

MOULDING MACHINES

BRITISH MOULDING MACHINE COMPANY LIMITED
F A V E R S H A M  • K E N T  T E L : F A V E R S H A M  2 2 4 6 /7 G R A M S : E A S IR A M , F A V E R S H A M

V O L  90 WITH WHICH IS INCORPORATED THE IRON A N D  S T E E  L T R A D E S  J O U R N A L  

No. 1807 A P R IL  19, 1951
R e g is te re d  a t  th e  G .P .O . as a N ew sp a p e r O ffic e s : 49 , W ellin g to n  S t r e e t , S tra n d , London , W .C .2

Single C o p y . 9 d . By P o s t, 
l i d .  A n n u a l S u o sc rip -  
t io n ,  H o m e  4 0 /-, A b ro a d  

-45/- (P re p a id )

JOHN A. SMEETON LTDA LLD A Y S  & ONIONS U D
116, V ictoria  St., London, S .W .I

B IR M IN G H A M  II
C o llin ’ Improved Foundry Ladles— ‘Perfect’ Chilling Spirals

M a n u fa c tu re rs  o f

M A N U FA C T U R ED  IN G R EA T BRITAINIRO N  & ST EEL  F O U N D R Y  PLAN TS
S m e e to lim , S o w e s t ,  L o n d o n



Blythe RJT ̂  W O R K S  L I M I T E D
C R E SS W E L L  ■ S T O K E -O N -T R E N T

. . .  the home of the world’s best colours
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COLOUR SELLS

W h y  do re f r ig e ra to rs  

tu rn  a  co ld  shou lder upon  co lour ? A s co lour 

m ak e rs  w ith a w orld-w ide rep u ta tio n  an d  considerab le  ex perience  

o f  co lou r tre a tm e n ts  fo r  v itreous enam els, we can n o t b u t w onder i f  a  fa lse  sense  o f 

logic is behind it  all. T h e re  is no v irtue  in  th e  e x te r io r  o f  a  re f r ig e ra to r  em u la ting  

its  inside. A fte r a ll, a  cheerfu l co lou rfu l re f r ig e ra to r  is no less efficient, o r hyg ien ic , 

and it  is ju s t a s  easy  to  keep  c lean . I f  re f r ig e ra to rs  w ere allow ed to  p e rfo rm  th e ir  cold 

du ties cheerfu lly , w e a re  convinced th a t  buyers w ould w elcom e th em  a ll th e  m ore  w arm ly .
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No. I .  T H E  D A R L A S T O N  S T E E L  A N D  IR O N  C O M P A N Y ’S B L A ST  F U R N A C E S

I n  1799 , w hen the population o f Darlaston was about 3 , 500 , a beginning was made 

to tear from the earth , the coal —  twelve yards thick —  and the iron ore —  tw o feet 

thick-— w hich lay in rich seams beneath the tow n, and to convert the ore into pig 

iron. By the turn  of the century the Darlaston Steel and Iron Company employed 1,000 

hands and had three furnaces in blast. I t was from the blast furnace that the shape of 

England’s future was cast. T h e  looms, the guns, the ships, the railways, the steam 

engines, all have their origins in its fiery heart.

Pictorial reference is reproduced 

by courtesy of the publishers of 
Samuel Griffiths’ “ Guide to the 
Iron Trade o f Great Britain” 
to whom grateful acknowledg

ment is made.

F or the p a s t 136 years P ig  Iron  has been m anufactu red  a t  
B radley  & F o s te r ’s D arlaston  Iron  W orks. Today, B radley  
& F o s te r ’s spectrog raph ic  contro l of raw  m a te ria l and 
finished p roduct enables them  to supply  p ig  iro n  of consisten t 
un ifo rm ity  to the m o st exacting  specification.

FO R  Q U A L IT Y  C O N T R O L L E D Bradley & Foster
L IM IT E D

L.G.B,

Staffordshire Ancestry
Since 1700 at most every major improvement in the technique o f iron founding has originated in Staffordshire.
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Fumes

This Report, prepared by the Joint Standing 

Committee on Conditions in Iron Foundries 

and published by H.M . Stationery Office, is industrial 

teamwork o f the first order : its recommendations 

emerge from the combined experience of all concerned with the foundry 

trades. It should be read by all foundrymen for its sound general guidance on core shop practice.

The subject is right up Fordath’s street. That is why Fordath served on the Committee 

which produced this Report. Foundrymen who know best know no better bonding compounds 

than those included in the famous GLYSO range. And Fordath representatives throughout 

the country are well-equipped to advise on specific fume problems in your foundry.

Reducing

Foundry

S O L E FORDATH
at the core of good work in the foundry

M A K E R S

TH B  FO R D A T H  E N G IN E E R IN G  CO. L T D ., H A M B L E T  W O RK S, W E ST  B RO M W IC H , ST A FFS.

Phone: West Bromwich 0549 , 0540 , 1692 . Telegrams : Metallical West Bromwich



A  Chapter in British Commonwealth Enterprise
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' M u m m  ®mm
Principal British Commonwealth D istributo r of Aluminium 

T H E  A D E L P H I, S T R A N D , LO N D O N , W .C .1
An ALUMINIUM LIM ITED  Company

Jamaica The largest island  in  th e  B ritish  W est Ind ies — was discovered by C olum bus on 
M ay 3rd , 1494. Xaymaca, th e  Isle o f  Springs, was the  native  nam e o f  th e  Island, 

b u t the  Spaniards renam ed it Sant’ Jago. The first Spanish G overnor 
was ap p o in ted  in  15 0 9 , and  Jam aica rem ained u n d er Spanish ru le  un til 

cap tu red  by B ritish adm irals in  1655. The cap ita l is K ingston, 
s itu a ted  on  one o f  the  six teen  harbou rs. The clim ate, 

w arm , equab le  an d  tem pered  by  sea breezes 
is one o f  th e  ch ie f a ttrac tio n s . The 

econom y o f  Jam aica has long  
depended  on  ag ricu ltu ra l 

p ro d u c ts  — sugar, 
bananas, rum , cigars, 

c itru s  an d  p im en to  
arc am ong th e  
ch ie f exports .

The need fo r  aluminium increases as industry another example o f long-range planning on
fn d s  more and more uses fo r  this versatile the part o f the Aluminium Limited Croup of
metal. Bauxite production must therefore keep Companies in the interests o f British Commonwealth
step. The developments planned in Jamaica are trade and industry.

B a u x ite
a n ew  

e c o n o m ic  
factor in  
Jam aica

Bauxite, the basic material from  which aluminium is extracted, exists in considerable quantities in 
Jamaica. Jamaica Bauxites Limited (an Aluminium Limited Company), has acquired property on the 
Island, and this Company, whose offices are at Mandeville, will mine the bauxite and convert the ore to 
alumina (aluminium oxide) in a plant now being installed. Aluminium Limited is thereby assisting 
the development o f the economy o f the Colony by creating a new industry as has been done elsewhere.
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P N E U L E C  f a c i n g  

s a n d  p l a n t  u n i t

The illustration shows our facing sand plant unit which includes 

shovel fed rotary screen, collecting belt conveyor, magnetic 

pulley, loader and 6ft. Oin. diameter mill w ith disintegrator. The 

recommended batch capacity of the plant for facing is 6 cwts. and 

the normal batch cycle 6 minutes. Th is is a standard layout and 

there are many successful installations operating in all parts of the 

w orld . Further information w ill be gladly supplied on request.

B u i l t  i n  E n g l a n d  b y

P N E I J L Ë C  L I M I T E D ,  S M E T H W I C K ,  M r .  B I I t M I K  C H A M
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/  can depend on

PROPELLER FANS
_ y -----

© M OTORS designed specifically for fan 
duties; liberally rated and robustly built.

•  IM PELLERS designed to give large air 
movement in relation to size and speed.

•  PATENT RESILIENT SUSPENSION
contributes to quiet operation.

•  PR ESSED  STEEL RINGS eliminate
 risk of fracture when bolted to rough

surfaces.

THE GENERAL ELECTRIC CO. LTD., MAGNET HOUSE, KINGSWAY, LONDON, W.C.2
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BEETLE IN USE — No. 2
This is the second in a series o f  announce

ments describing the actual experiences o f  well- 
known foundries using Beetle resin 

^  W.20 in production quantities ^

Beetle Bond Ltd., 1 Argyll Street, London, IV. 1.
‘  B E E T L E  ’ is a  trade m ark registered in Great Britain and in m ost countries o f  the world.

B eetle resin being m easured fo r  additon to  the m ix . Photograph by courtesy o f  Coneygre Foundry L td .

B e e t le  W .2 0  cu ts  c o s ts ,  C o n eyg re  find

BEETLE RESIN W .20  C o re-B in d er

How? By reducing scrap cores and castings, by improving knockout; by reduced fettling and 
dressing, by improved core storage properties; by reducing milling times, by drying quicker at lower 
temperatures. These are all good reasons for investigating W.20, the low-cost core-binder with the 
low percentage addition.

Write for Technical Leaflet C.B.l.
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BRITISH ELECTRO METALLURGICAL COMPANY LTD.
WINCOBANK SHEFFIELD ENGLAND

T e le p h o n e : ROTHERHAM 4336 T e le g ra m s : "BEM CO”  SHEFFIELD

Technical literature d escr ib in g  the u se of Bemco 
Briquettes is available on request.

BEMCO 
BRIQUETTED 
ALLOYS

Check with the formula,
Sulphur multiplied by 2 + '3 = Manganese
To ensure consistency keep a stock of Bemco 
Manganese Briquettes available as an easy 
and rapid means of adjusting your charge.
Bemco Manganese Briquettes, rectangular in 
shape and coloured red, contain 2 lbs. of 
available Manganese.



S T E R L I N G  F O U N D R Y  S P E C I A L T I E S  L T D .  B E D F O R D  E N G L A N D
i ' Cogent

M  I  3}  I  i  y  i S  ¿hi I
The Sterling Shake-Out Machine increases foundry economy and 
efficiency. Saving time, labour, reducing wear and tear onboxes to a 
minimum, shaking out and breaking up the sand completely. Made 
in sizes to take from 5 cwts. to 5 tons, they are a trium ph of 
— -• brains over the brute force of a rough knock-out.

SHAKE-OUT MACHINES



F O U N D R Y  E Q U I P M E N T  LTD
LEIGHTON BUZZARD, BEDFORDSHIRE, ENGLAND.
P H O N E :  L E I G H T O N  B U Z Z A R D  220&-7.  G R A M S :  ‘ E Q U I P M E N T '  L E I G H T O N  B U Z Z A R D

B R I T I S H  1 f f t b S  s V k l l ^  F A IR  1951
  U j \
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_  _ _ _

THE ‘JUNIOR’ SANDRAMMER
S E E  T H I S  N E W  
THE BIRMINGHAM

M A C H I N E  I N  

SECTION B.I .F. 
APRIL 30— MAY 11

O P E R A T I O N  A T  
STAND NO. D32?
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Modern

IN a decade characterised by great Metallurgical 
advances, the emergence and development of 
Aluminium and its Alloys has been an achieve

ment ranking high in the annals of Engineering.
Aluminium is one of the most abundant elements 
found in nature and occurs as silicate in clays, 
felspars, etc., and the metal is chiefly extracted 
from bauxite in many parts of the world.
Despite this generous dispensation, it is only in 
recent years that it has been brought into the 
service of the great industries where it now holds 
a commanding place, and the great air armadas 
which hurtle through the skies is one evidence of 
this triumph.
The manufacture of Aluminium Alloy castings has 
had its share in the creative work and research 
associated with this great progress and to-day 
Foundrymen are engaged in an output of thousands 
of tons of this light alloy with so many applica
tions.

Sterling Metals, Ltd., Coventry, is a name closely 
linked with this branch of Foundry enterprise and 
from the earliest days they have engaged in the 
production of sand and die cast Aluminium pro
ducts of the highest repute.

On this page we reproduce a photograph taken at 
the Nuneaton Foundries of Sterling Metals 
Ltd., showing cores for castings for the de 
Havilland Engine Company.

These cores are made with G.B. KORDEK to 
which a small proportion of Oil has been added, 
and this combination has been associated with 
the routine practice in this Foundry with success 
for many years.

We are indebted to Messrs. Sterling Metals, Ltd., 
for their kind permission to reproduce the photo
graph and for assistance rendered.

CORN PRODUCTS CO. LTD., WELLINGTON HOUSE, 125-130 STRAND, LONDON, W.C.2
B R A N C H ES  A T  B IRM IN G H A M , M A N C H ESTER , N E W C A S T L E  A N D

A member o f the Brown & Poison Group
PA ISLEY

G. B. K O R D E K  a n d  G . B . K O R D O L a r c  M a n u fa c tu re d  u n d e r B r it ish  L e tte r s  P a ten t N o s . 5 1 5 4 7 0 , 543202



METAL 
CASED on

4  sides

GEnERRL REFRACTORIES LTD
G E N E F A X  H O U S E  • S H E F F I E L D  10 • T e  I e p h o ne : S H E F FI  E L D 3 I M 3
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ABSOLUTE ACCURACY OF SHAPE AND SIZE
• NO LOOSE PLATES • NO DAMAGE DURING 
TRANSIT • EASY TO INSTALL .  NO JOINT
ING CEMENT REQUIRED • ELIMINATION OF 
SPALLING DURING TEM PERATURE CHANGES
• IRON-OXIDE BURSTING REDUCED TO A

G .R . “  F E R R O C L A D  ”  a re  chem ically- 
b o n d e d  B asic b rick s. D u rin g  m anufac tu re  the  
m etal case an d  th e  g rad ed  b rick  m ateria l a re  
p ressed  to g e th e r  to  th e  req u ired  shape by  co n 
tro lled  hyd rau lic  p ressu re . T h is  fea tu re  o f  th e  p ro 
cess ensu res p e rfec t key ing  an d  c lose  co n tac t 
b e tw een  th e  m etal case an d  th e  b rick , co m b in ed  
w ith  ab so lu te  u n ifo rm ity  an d  accuracy  o f  shape 
an d  size. T h e  use o f  G .R . “ F E R R O C L A D ”  
bricks elim inates th e  n eed  fo r  jo in tin g  cem en ts o r  
loose m etal p la tes, th u s sim plify ing  th e  w o rk  o f  
in sta lla tio n  and  red u c in g  lab o u r costs. In  use, G .R . 
“  F E R R O C L A D  bricks b o n d  to g e th e r  to  fo rm

a m o n o lith ic  s tru c tu re  o f  im p ro v e d  stab ility , 
h igh ly  res is tan t to  spa lling  an d  w ith  g re a te r  resist
ance to  slag  attack . G .R . “  F E R R O C L A D  ” 
b rick s are m ade  in  the n o rm al s tan d a rd  sizes. G .R . 
“  F E R R O C L A D  ”  are  reco m m en d ed  fo r  use in 
th e  f ro n t w alls , b ack  w alls, an d  ends o f  basic  o p en  
h ea rth  fu rnaces, w alls an d  ends o f  c o p p e r rever- 
b e ra to ry  fu rnaces, p o rtla n d  cem en t k ilns, a n d  in  
ce rta in  cases fo r  th e  side w alls o f  e lec tric  fu rnaces.



t h a t  M olineux  M achines 
n o t  o n ly  m a k e  m o u ld s , 

th e y  m ak e  m ore  m o u ld s , b ig g e r  p a y  p a ck e ts  and  
im p ro v e  m a n a g e m e n t— w o rk e r  re la tio n s . A 
M id lands  F o u n d r y  w ith  n in e  M olineux
M ach ines m ak es  500 to  700 b o x es  p e r  m ach in e  
p e r  d a y . O ne m a n  “ co res  u p  ”  and  “ c lo se s ’1 
fo r  tw o  M ou ld ing  M ach ines. T h u s  th re e  m en 
m ak e  250 to  350 co m p le te  m o u ld s  p e r  e ig h t 
h o u r  d a y . Box size is I6 in . b y  14in. b v  4 J in .
each  p a r t .  T w o -p a r te d  bo x es. M ach ines h av e
b een  in  serv ice  fo r  five y e a rs .

ic  T h is  c u s to m er h a s  b o u g h t a n o th e r  M olineux  
M ach in e  th is  w eek.

. . .  the fact

M A Y B E  O U R  E X P E R I E N C E

O F  M A C H I N E  M O U L D I N G

W O U L D  H E L P  Y O U R  M O U L D

P R O D U C T I O N

APRIL 19, I95I

m m mm am m m

FOUNDRY TRADE JOURNAL 15

Û J £  tû é h à û t n é .



T I T A N  M A C H I N E  E Q U A L S

T H E  O U T P U T  O F T E N  SKILLED

^  ENGINEERING C2 LLP
T IT A N  W O R K S , C H A R LE S  H EN R Y  S T R E E T , B IRM IN G H A M  12. T e l.M ID .4 7 S 3
London O ff ic e : 47 , W H I1  EH ALL, S .W .I .  T e le p h o n e  : W H IT E H A L L  7740

O the r P ro d u ct*  in c lu d e :—  AIRLESS S H O T  BLAST P L A N T . C E N T R IFU G A L  C A S T IN G  M A C H IN ES, S A N D  DRYERS 
A N D  M IXERS, C U P O L A S . D R Y IN G  O V E N S . M E C H A N IC A L  C H A R G E R S . SPARK A RRESTERS. LADLES. RUM BLERS.
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F ix e d  o r  lo o se  p in s , s in g le  o r  d o u b le  
lu g s, a s  re q u ire d .

F ix e d  p in  m o u n tin g  e a sily  rem o v a b le , 
leav in g  lu g s  r e a d y  f o r  lo o se  p in s  w ith o u t  
e x tr a  d r illin g  o r  b u sh in g .

A ll p in s  h a rd e n e d  a n d  g ro u n d ,  to  a v o id  
d a m a g e  b y  sc o rin g  o r  b u r r in g .

P a te n t  l in k - ty p e  c la m p  w ith  e c ce n tric  
b u s h ,  a s  i l lu s t r a te d ,  fo r  q u ic k  a n d  p o s 
itiv e  lo c k -a c tio n . T h e se  c la m p s  a re  
a v a ila b le  as  a n  e x tr a ,  a n d  w ill fit all 
"  P a g e t ”  B o x es  o f  s im ila r  d e p th .

T IGHT, strong and rigid, the 
new “ Paget ” Machine 

Moulding Box has already won widespread 
approval. A range of standard sizes is available, 
from 12in. to 20in. square and from 3in. to 8in. 
deep. Larger sizes can be made to order. All-steel 
welded construction and deep-swaged wall sec
tions allow composite boxes of any depth to be 
made up quickly and accurately.

T H E PAGET
B R A I N T R E E  R O A D  

T e l e p h o n e :  R u i s  I i p 6 0 11

S O U T H  R U I S L I P  • M I D D L E S E X  

T e l e g r a m s :  P a g e t ,  R u i s I i p
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O ur G round Coat B 553, brow n-black, definitely fires up at as 
low  as 800°C in  3-4 m inutes. Firing at this low  tem perature 
greatly reduces the risk o f  m etal distortion, as well as cutting  
tim e and fuel costs.
T his G round Coat, proved  in  p roduction  for w ell over a year, in  
con tin uou s and static m uffles, is n ow  cutting out the “ distortion” 
b ogey in  m any an enam eller’s production . W hy not give it a trial?

BAI NES  FRITS e n a m e l l e r s

It's
u l t i m a t e  

result 
t h a t  c o u n t s

H e r e ’s a w i n n e r  . . .

F3
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IMewłon Victor Limited
15 C a v e n d is h  P la c e .  L o n d o n  W . l  P h o n e :  Langham 4074

To : N EW T O N  V IC T O R  L T D .. 15 Cavendish Place, W .l

Please send me, without obligation, further particulars o f the 
RAYMAX 140 INDUSTRIAL X-RAY UNIT.

NAME ...........................................................................................................................................

ADDRESS .................................................................. ........................................................... .

x-ray
inspection

for
results

The
Raymax 140 
Industrial x-ray unit

The non-destructive testing method for 
clearest, most definite results —  x-ray 
inspection w ith the Raymax 140 reveals 
even minute imperfections in welds, cast
ings and other fabrications —  speedily and 
sim ply. Rated to operate at 140 kV continu 
ously, the Raymax 140 is easy to handle, safe and 
efficient in use. Suitable mountings enable it to operate 
virtua lly  anywhere. Fo rfu rth e r details return the coupon below.

Photo, cou rtesy o f  
H igh  D u ly  A lloys Ltd .

5 IK 4
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IntefrmdtvtuU ma/iketpkxe
In size and significance the British Industries Fair this year 
will surpass all its twenty-nine predecessors. 

To buyers from every part of the world this vast display will de
monstrate Britain’s increasing capacity and industrial enterprise.

BSFmemtsbusiness f
L O N D O N  —  E A R I.S  C O U R T  A N D  O L Y M P IA . W eek d ay s  9 .30 a .m . — 6 p .m . 
B uyers B adges a n d  C a ta lo g u e s  2 6 e ach , o b ta in a b le  a t  F a ir . P u b lic  a d m itte d  S a tu rd a y  
a n d  W ed n esd ay  (M ay  5 a n d  9) 1/6 each  b u ild in g .

B IR M IN G H A M — C A S T L E  B R O M W IC H . W eek d ay s  9.30 a .m .— 6 p .m . B uyers 
B adges a n d  C a ta lo g u e s  2 /6  each , o b ta in a b le  a t  F a ir . P u b lic  a d m itte d  d a ily  fro m  
2 p .m . (all d ay  S a tu rd a y )  2 6d.

E N G IN E E R IN G  AN D H A R D W A R E 
AT CASTLE BROM W ICH



Refractory concrete is refractory aggregate 
bonded w ith , and utilising the unique properties 
of, Ciment Fondu high-aluminous cement. Its 
advantages are . . . ready for use and of great 
strength and hardness in 24 hours . . . pre-cast 
blocks or special shapes 

be made of practically any size or shape without distortion or cracking 
. . . can be used as a foundation for furnace structures or linings . . . requires 
no pre-firing . . .  is stable under load up to I3C0°C . . . has a melting point of 
about I450°C . . . can be used up to I600°C with chrome or chrome magnesia 
aggregate . . . has no appreciable drying shrinkage or after-contraction . .  . does 
not spall under widest sudden fluctuations of temperature . . . uses old scrap 
firebrick to a very large extent . . . provides an ideal bond for setting firebricks.

can

CIMENT
FONDU

A L U M I N O U S  C E M E N T

APRIL 19, 1951 FOUNDRY TRADE JOURNAL

The Accrington Brick and 
Tile Co. Ltd ., Accrington, 
Lancs. Users o f Refrac
tory Concrete for the 
construction o f Tunnel 
Kiln Cars and the furni
ture for same.

W rite for particulars regarding Refractory Concrete . . . .
LAFARGE ALUMINOUS CEMENT COMPANY LIMITED, 73, BROOK STREET, LONDON, W .l .  P h o n e : M AYfair 8546

3 - I0 2 9 B
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MANSFIELD STANDARD SAND
Moulding Sand 

of Regular 
Quality

C O . LTD.
Phone: M AN SFIELD  201

Quick Despatch 
by Road 
or Rail

AS SIMPLE AS A.B.C...
The once difficult task of trying to locate flaws in NON- 
FERROUS METALS, PLASTICS and CERAM ICS is now 
reduced to Child’s Play

The N O N FERTEC system perfected by SPECIALISTS in 
Crack Detection combines EFFICIEN CY  with LOW COST and 
SIM PLICITY in OPERATION.

It is the ideal system for the smaller factory where quality is 
first essential but space and capital are not available for 
elaborate inspection systems.

W rite for full P 'c r i  C J c r T D i r  IT D  41’ sidney Street, 
particulars to :— |  . L. .  Sheffield 1
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23

47
20

18
41

52
9

PAGK NOS.
Adaptable Moulding Machine Co., L td. —
Aerograph Co., L td ..........................................51
Alar, Ltd.  '
Albion Pulverising Co., Ltd.
Alldays A Onions, L td ............................... 1
Alley A MacLellan, Ltd.
Aluminium XJnlon, L td. . .  . .  6
Allied Ironfoundera, L td .
Anderson Grice Co., Ltd.
Anglardla, Ltd.
Armstrong W hitworth A Co. (Iro 

founders), L td., Sir W . G.
Aron Foundry Equipment 
A ßea Electric, L td. . .  . . .
Aske, W m., A Co., L td.
Associated Lead Manufacturers 
Atlas Preservative Co., L td.
August’s, L td ...................................
Badische M aschinenfabrik A. G.
Baines, C. J . A Co. Ltd.
Ballard, F . J .,  A Co., L td.
Beakbane, Hy., A Co....................
Beck H. A Son L td ........................
Beetle Bond, Ltd.
Berk, F . W ., A Co., Ltd.
Blgwood, J ., A Son Ltd.
Bllston Stove A Steel Truck Co., L td.
BIrloc, L td ........................................
Blythe Colour W orks, L td.
Bradley A Foster, L td ..........................
Bridges, S. N ., A Co., L td.
Brightside Foundry A Engineering C

L td .................................................
British Aero Components, L td . . .
British Electrical Development Asso 
British Electro Metallurgical Co., Ltd 
British Foundry Units, Ltd.
British Industries F air . .
B ritish Iron & Steel Federation 
British Moulding Machine Co., Ltd.
British Oxvgen Co., L td.
British Plgirons, L td .....................
British Hallways 
British Ronceray. Ltd.
British Shotblast A Engineering C

L td .................................................
British Thomson-Houston Co., Ltd 
British Tyre A Rubber Co., Ltd.
British Wedge Wire Co., L td . . .
Broom A W ade, Ltd.
Bullows, Alfred, A Sons, L td. . .  
Butterworth Bros.
Carborundum Co., L td ..................
Carlisle, E . A...................................
Cellactlte A British Urallte Ltd. 
Chamberlain Industries, L td. . .  
Chance B ros.,L td .
Clayton Crane, H oist Co., Ltd.
Climax Molvbdcnum Company

Europe, L td .................................
Climax Rock Drill A Engineering C

L td .................................................
Cohen, Geo., Sons A Co., Ltd. . 3
Coleman Foundry Equipment Co., L 
Consolidated Pneumatic Tool Co., L t 
Constructional Engineering Co., Ltd. 
Copper Development Association
Core Oils, L td ..................................
Corn Products Co., Ltd.
Crockett Lowe, L td .......................
Crooke A Co., L td.
Cummlng, W m., A Co., L td. . .  
Cuxson, Gerrard, A Co., L td. . .
Davidson A Co., L td .....................
De La Rue A Co., L td., Thomas 
Dunford A Elliott, Ltd.
Dunlop Rubber Co., L td.
Durrans, James, A Sons, L td . . .  
Easton A Johnson, L td .. ..
Electric Furnace Co., Ltd.
Electromagnets, L td ......................
Enamelled Iron A Steel Products Co. 
Ether, Ltd.
Evans, Stanley N.
Every Hy., A Co., L td .
Eyre Smelting Co., Ltd.
F. A M. Supplies. L td ...................
Fel Electric, L td ...........................
Fisher Foundries, L td ................
Flextol Engineering Co., Ltd. . .  
Fordath Engineering Co., L td . . .  
Foundry Equipment, Ltd.
Foundry Mechanisations (Baillot), Ltd

10

20
52
1

38

A 37

1C

13

33
53

30

24
22

5
12
39

P a g b  N o s .
Foundry P lant A Machinery, L td.
Foundry Servie*s, Ltd.
Foxboro-Yoxall L td ......................
Fullers’ E arth  Union, L td., The . .  58
Gadd, ThoB.
General Electric Co., L td.
General Metallurgical A Chemical, Ltd 
General Refractories, L td. . .  . .  14
Gibbons Bros., L td.
Glenbolg Union Fireclay Co., Ltd.
Godfrey, Sir Geo., A Partners, Ltd.
Greatrex, John, A Son 
Green, Geo., A Co.
Grove Painting A Decorating Co., L td . 55 
Guest, Keen, Baldwins Iron A Steel Co,

L td .................................................
Harborough Construction Co., Ltd.
Hargraves Bros...............................
Harper, W m., Son A Co. (Wlllenhall

L td ................................................
Hawkins, W. T., A Co...................
Hepburn Conveyor Co., L td. . .
H erbert, Alfred, Ltd.
Heywood, S. H ., L td .....................
HUl-Jones, Thomas, Ltd.
Hillman, J .  A A., L td ...................
Hills (West Bromwich), L td. . .
Holman Bros., Ltd.
Hooker, W. J .,  L td ........................
Ilford, L td ........................................
Imperial Chemical Industries, Ltd. 
Incandescent H eat Co., Ltd. 
International Meehanlte Metal Co., Lt<
Jackman, J .  W., A Co., L td. . .
Jacks, Wm., A Co., L td.
Jeffrey A Co. Ltd.
Keith Blackman, Ltd.
King Bros. (Stourbridge), Ltd.
King, Geo. W., L td ........................
Kodak, L td ......................................
Laldlaw, Drew A Co., Ltd.
Lambeth A Co. (Liverpool!. Ltd. 
Lafarge Aluminous Cement Co., Lt( 
Lees, Hall A Son*. Ltd. ..
Lennox Foundry Co., Ltd.
Levy, B., A Co.
Lord, E . S., Ltd.
Luke A Spencer. L td. . .
Lyte Ladders, Ltd.
Lythgoe A d am ..
Macdonald, John, A Co. (Pneuma

Tools), L td ...................................
Macdonald, John. A Son 
Macnab A Co., Ltd.
Major, Robinson, A Co., Ltd. . .  
Mann, Charles A Sons 
Mansfield Standard Sand Co., Ltd. 
Marco Conveyor A Engineering Co., Lt< 
Marsden A Bateson, Ltd.
Mattersnn. Ltd.
Mavor A Coulson, L td. . .
Mav, J . H ............................
Metalectric FurnacesLtd. 
Mctropolitan-Vickers Electrical Co., Lt< 
Midland Tar Distillers, Ltd. ..
Mining A Chemical Products, L td. 
Mlrrlees Watson Co., Ltd.
Mitchells Emery Wheel Co., Ltd. 
Modem Furnaces A Stoves, Ltd.
Mole, S., A Sons (Green Lane Foundry

L td ................................................
Mollneux Foundry Equipment, Ltd.
Mond Nickel Co., L td ...................
Monometer Manufacturing Co., Ltd. 
Morgan Crucible Co., Ltd.
Morris, B. 0 . ,  L td ..........................
Morris, Herbert, L td .....................
Moss, W m., A Sons, Ltd.
Muir, Murray A Co., Ltd.
Musgrave A Co., Ltd.
National Savings Committee . .  
Neville, T . C., A Son, L td .
New Conveyor Co., Ltd.
Newman, Hender A Co., L td. . .
Newton, Victor, L td ......................
Norton Grinding Wheel Co., Ltd.
Orwin, R .. A Son, Ltd.
Paget Engineering Co. (London) Ltd. 
Palmer Tyre, Ltd.
PantlD, W . A C., L td ...................
Parish, J . ,  A Co..............................
Passe, J .  F ., A Co.

59

32

29

24
33

21
48

34

56

3
34

57

58

15
54
42

17

P a g b  N o s .
Paterson Hughes Engineering Co., L td . 41 
Pa tte rn  Equipm ent Co. Ltd.
Pearson, E . J . A J .. Ltd.
Perry, G., A Sons 
Philips Electrical, L td. . .
Phillips, J .  W. A C. J ., L td ........................... 35
Pickerings, L td .............................
PIckford, Holland A Co., Ltd.
P itt, n .  S.. A Co., Ltd. . .
Pnetilcc, L td ..................................
Pneum atic Components L td  . .  . .  55
Portway, C., A Son, L td. . .  . .  —
Precision Presswork Co., L td ........................ 45
Premo P attem  Co., L td . i . . .  34
Price, J .  T ., A Co., Ltd.
Ransomes, Sims A Jefferies, Ltd.
Rapid Magnetic Machines Ltd.
Reavell A Co., Ltd.
Richardson Engineering (Birmingham

L td .................................................
Richardson, R. J ., A Sons, L td.
Ridsdale A Co., L td .........................................60
Riley Stoker Co., L td ....................
Robson Refractories, L td.
Roper, E . A., A Co.........................
R o to lift Sales Co.
Round Oak Steel W orks, L td. . .
Rowland, F . E ., A Co., Ltd.
Rownson, Drew A Clydesdale, Ltd.
Rozalex, L td ....................................
Rustless Iron Co., L td.
Safety Products L td. . .
Scottish Foundry Supplies Co. . .
Sheard, Geo. (Congleton), L td.
Sheepbrldge Co., L td .....................
Sheffield Smelting Co., L td.
Sheppard A Sons, Ltd.
Sieber Equipment Co., L td ., James 
Sinex Engineering Co., Ltd.
Sklenar Furnaces, L td.................................... 50
Slough Metals, Ltd.
Smedley Bros., L td.
Smeeton, John A., L td. . .  . .  1
Smith, Albert, A Co.
Smith A Faw cett, Ltd.
Smith, J .  (Keighloy), Ltd.
Spencer A Halstead, Ltd.
Spermolln, L td .............................
St. George’s Engineers, L td ........................ 47
Standard Brick A Sand Co., L td . . .  24
Stansby, W ., A Co., L td. . .  . .  —
Stanton Ironworks Co., L td ., The . .  431
Stavcley Iron A Chemical Co., L td.
Steele A Cowllshaw, L td.
Stein A Atkinson, L td. . .  . .  . .  59
Stein, John G., A Co., L td. . .  . .  —
Sterling Foundry Specialties, L td . . .  11
Steraol, L td .......................................................—
Stewart and Gray, Ltd. . .  . .  56
Stewarts and Lloyds, Ltd.
Stone-Wallwork, L td.......................................43
Sturtevant Engineering Co., L td. . .  51
Swynnerton Red Moulding Sand 
Tallis, E ., A Sons, Ltd.
Tangycs, L td ...................................
Technically Controlled Castings Group —
Teisen, Th. ..............................................60
Thomas, G. A R ., Ltd. . .
Tilghman’s Patent Sand B last Co., L td. 46
Traughber F ilter Co., Ltd. . .  . .  40
Tyseley Metal Works, L td.
United Steel Companies, L td. . .
Universal Conveyor Co., Ltd. . .
Universal Pattern  Co., L td.
Vaughan Crane Co., Ltd.
Vaughans (Hope Works), L td. . .
Victor Products (Wallsend), Ltd.
Vokes, L td.
W alker, I .  A I., L td ..........................
Walsall Sandblasting Co., L td . . .
W ard, Thos. W ., L td .....................
Waring Bros........................
W arner A Co., L td.
Watsons (Metallurgists), L td. . .
Webster A Co. (Sheffield), L td . . .
Wengers, L td.
W est Midland Refining Co., L td .
Wickman. A. C., L td. . .
Wiggin, Hy., A Co., L td.
Wilkins, Campbell A Co., L td.
W inget, Ltd.
Wilson, Alexander (Aberdeen), L td . 
Woodward Bros. A Copelin. L td .

A 60
33
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at those hot spaces 
at furnace fronts, etc., 

with these portable units.

BLACKMAN”
MAN-COOLING

FANS
Booklet 9¡25 sent on request.

K EITH  B L A C K M A N  L T D ., MILL M EAD R O A D , L O N D O N , N .I7 . T N  : T O T T E N H A M  4 5 2 2 . T A : '* K E IT H B L A C  P H O N E

G U A R A N T E E D  T O  C O M P L Y  W IT H  T H E  
F O U N D R IE S  (Parting M aterials) S P E C IA L  

R E G U L A T IO N S  1950.

a r ie x
PARTING and FACING POWDER

(NON-SILICA : NQN-HYGROSCOPIC)

ÜEÄ.

A N  E C O N O M IC A L  A N D
E F F E C T I V E  S U B S T I T U T E  
FOR O R IG IN A L  RU SSIA N

L Y C O P O D IU M  

B RIN GS O U T  TH E M OST 
IN TR IC A TE DETAIL 

N O N -R E A C T IV E  W IT H  
M O LTEN METALS

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

T e le p h o n e : L O N d o n  W A L L  722 2

S a les  A g en ts  fo r  London a n d  Sou thern  C ou n ties  
W . J .  H O O K E R , L T D ., 4 , M ID LA N D  C R E S C E N T , N .W .3 .

So le  A g en ts  a n d  S to ck is ts  fo r  S co tla n d  :
L. A. W IT H A M  & C o .,  620 , S o u th  S t .,  S c o ts to u n ,  G lasg o w , W .4 .

Z Z  REDHILL FOUNDRY SANDS 2
have these advantages :—

•  C LA Y  FREE
A ll grades are thoroughly 
washed.

•  H IG H L Y  REFRA CTO RY
O v e r  9 9 %  S i l i c a ,  w i t h  
negligible fluxing im purities.

•  A RANGE OF GRADINGS
Standard gradings are N o r
mal. Coarse and Fine. Special 
gradings can £be produced 
to o rder.

LEAFLET  & SAMPLES ON REQUEST.

R E D H IL L  F O U N D R Y  S A N D S A R E  
P R O D U C E D  B Y  S P E C IA L IS T S  IN  T H E  
P R O C E S S IN G  O F  IN D U S T R IA L  SA N D S

STANDARD BRICK & SAND
C O . L T D .

----------  REDHILL • SURREY.  —
Tel : R e d h ill I I 2 2 .
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WITH WHICH IS iNCOAFOHATtO T H E  IR O N  AN D  S T E E L  TR A D ES  /O U R N A L

T h e  F O U N D R Y  T R A D E JO U R N A L  is t h e  O fficial O rg a n  o f  th e  
fo llo w in g  :—

IN S T IT U T E  O F  B R IT IS H  F O U N D R Y M E N
PRESIDEN T : J .  J .  Sheehan , B .S c ., A .R .C .S c .l . ,  C o n e y g re

F o u n d ry , L td ., T ip to n , Staffs.
S ecre ta ry  : T .  M a k e m i o n ,  M .B .E .,  S a in t J o h n  S t r e e t  C h a m b e rs , 

D e a n sg a te , M a n ch e s te r , 3. 'P h o n e  an d  'G ra m s  : B lack fria rs  6178.
BRAN CHES

B irm in g ha m , C oven try and W e st M id la n d s  :  E. R. D u n n in g , 16, Hay 
L ane, M o n k sp a th , S h irle y , B irm in g h am . B r is to l and  W est o f  En g lan d  :
A . H a re s , 648 , S ta p le to n  R o a d , B ris to l, 5 . £ . M id la n d s  :  S. A . H o r to n ,  
163, M o rley  R oad , C h a d d e sd o n , D e rb y . L a n c s . :  R. Y eo m an , 11, S u m n er 
R oad , S a lfo rd , 6 . L in c s . :  E. R. W a l te r ,  P h .D ., T h e  T ech n ica l C o lleg e , 
L inco ln . London :  W .  G . M o ch rie , T y se ley  M eta l W o rk s ,  L im ited , 
B alfour H o u se , F in sb u ry  P a v e m e n t, L o n d o n , E .C .2 . M idd lesb rough  : 
F. S h e p h e rd , H ead , W rig h ts o n  & C o .,  L td ., T e e sd a le  I ro n  W o rk s , 
T h o m a b y -o n -T e e s . N e w ca stle -u p o n -T y n e : F . R o b in so n , S ir  W . G .
A rm s tro n g  W h itw o r th  & C o . ( Iro n fo u n d e rs ) ,  L td ., C lo se  W o rk s , 
G a te sh e a d . Sco ttish  :  J . Bell, 60, S t. Enoch S q u a re , G lasg o w . Sheffie ld  : 
J. H . P e a rc e , 31, C au sew ay  H ead  R oad , D o re , S heffie ld . W a le s  and 
M onm outh :  A . S. W a ll ,  14, Palace A v en u e , Llandaff, C ard iff. W est 
R id in g  o f  Y o rk sh ire  : H . W . G riff ith s , 46 , P e c k o v e r  D riv e , T h o rn b u ry , 
B rad fo rd . South A fr ic a  :  S e c re ta rie s ,  S.E.I.F.S.A., Barclays Bank
B uild ings, C r .  C o m m iss io n e r  and  H a rr iso n  S tr e e t ,  J o h a n n e sb u rg .

SEC TIO N S
Bu rn ley  : W . L. L o rd , 123, B lack b u rn  R oad, C la y to n -le -M o o rs , A ccrin g 

to n ,  Lancs. C ape Town :  S . W a d e , P .O . B ox 46 , S a lt R iver.
E a s t  A n g lia  :  L. W .  S a n d e rs . L ake an d  E llio t. L im ited . B ra in tre e ,
E ssex . F a lk irk  : A . B u llo ch , Jo n es  & C a m p b e ll  L im ite d , T o rw o o d  
F o u n d ry , L a r b e r t ,S t i r l in g s h i r e .  Slough  :  P . H o esli, L ig h t P ro d u c tio n  C o ., 
L td ., S lough, B ucks. W est W a le s  :  A . S. W a ll ,  14, P a lace  A v e n u e , 
L landaff, C ard iff.

B R IT IS H  S T E E L  F O U N D E R S ’ A S S O C IA T IO N
C ha irm an  :  F . W . R ow e, B .S c ., K. & L. S te e lfo u n d e rs  and  E n g in eers  

L im ite d , L e tc h w o rth , H e r ts .  S ec re ta ry  :  R o b e r t  B a r b e r ,  B ro o m g ro v e  
L o d g e , 13, B ro o m g ro v e  R o ad , S heffie ld  10. 'P h o n e  an d  ’G r a m s :  
S heffie ld  61235.

R E SEA R CH  A N D  D EV ELO PM EN T DIV ISION
C h a irm a n  : F. N . L lo y d , F. H. L loyd & C o .,  L td . D ir e c to r : J . F .

B. Ja ck so n , B .S c ., A .R . I .C . ,  F .I .M ., B ro o m g ro v e  L o d g e , 13, B ro o m 
g ro v e  R o ad , S heffie ld  10. ’P h o n e  an d  'G ra m s  S heffie ld  61235.

A S S O C IA T IO N  O F  B R O N Z E  A N D  B R A S S  F O U N D E R S
P r e s id e n t :  G . F . M u n d e l l ,  K n o w sley  C a s t  M eta l C o m p an y , L im ited , 

M a n ch e s te r . S e c re ta rie s  :  H e a t h c o t e  & C o l e m a n ,  25, B e n n e tts  H ill, 
B irm in g h am , 2 . 'P h o n e :  M id la n d 2 9 0 l.  'G r a m s :  “ C la rify ,”  B irm ingham .

L I G H T  M E T A L  F O U N D E R S ’ A S S O C IA T IO N
C h a irm an  :  A . H . S tu rd e e , M .B .E ., W h .E x . ,  M .I.M e ch .E .Sec re ta ry  : 

E r ic  L . H e a th c o te , 25, B e n n e tts  H ill, B irm in g h am , 2 . 'P h o n e :  M idland 
2901/4. ’G r a m s :  “ C la rify ,”  B irm ingham .

F O U N D R Y  T R A D E S ’ E Q U IP M E N T  A N D  S U P P L IE S  
A S S O C IA T IO N

P re s id e n t :  W . E . A s k e , W illia m  A sk e  & C o .,  L td .,  W a te r s id e ,  
Halifax. S e c re ta rie s  :  P eat, M a rw lck , M itch e ll & C o m p a n y , 94/98, 
P e t ty  F ra n ce , L o n d o n , S .W .I .  ’P h o n e  : A b b e y  7515. 'G ra m s  : 
“ C ru s a d e s ,  S o w e s t ,”  L o n d o n .

I N S T I T U T E  O F  V I T R E O U S  E N A M E L L E R S
P re s id e n t :  D r .  J .  E . H u r s t ,  J .P . ,  B ra d le y  & F o s te r ,  L im ite d , 

D a r la s to n , S taffs. C h a irm an  :  S .  H a l l s w o r t h ,  M etal P o rc e la in s , 
L im ited , C o rn w a ll  R o ad , S m e th w ic k  4 0 , S taffs. S e c re ta r ie s  :  J o h n  
G a r d o m  & C o m p a n y ,  R ip le y , D e r b y s h ir e .  'P h o n e  : R ip ley  136.

C O U N C IL  O F  IR O N F O U N D R Y  A S S O C IA T IO N S
C h a irm an  : N . P. N e w m a n , N e w m a n  H e n d e r  and  C o m p an y ,

L im ited , W o o d c h e s te r ,  n r .  G lo u c e s te r ,  D ir e c to r :  K . M a rsh a ll,  
S ec re ta ry  :  J . W . B u tle r, C ru s a d e r  H o u se , 14, Pall M all, L o n d o n , S .W .I . 
’P h o n e :  W h ite h a ll  7941.

P a rt ic ip a t in g  A sso cia t ion s  :  B ritish  C a s t I ro n  R esea rch  A sso c ia tio n  
(a ffilia ted ) ; In s t i tu te  o f  B ritish  F o u n d ry m e n  (affilia ted ) ; and  th e  
fo llo w in g  :—

A utom obile Iro n fo u n d e rs ’ A sso cia t ion .— S e c re ta rie s  : H e a th c o te  and
C o le m a n , 25, B e n n e tts  H ill, B irm in g h am , 2 . ’P h o n e  : M idland 2901 ; 
’ G ra m s : “ C la rify ,”  B irm ingham .

B r it ish  Iro n fo u n d e rs ’ A ssocia tion  and B r it ish  Ba th  M a n u fa c tu re rs ’ A sso cia 
t io n .— D ir e c to r  a n d  S e c re ta ry  : J . G a lb ra i th  S n e d d o n , C .A ., 145, S t. 
V in c e n t  S t r e e t ,  G lasgow , C .2 . ’P h o n e  : C e n tra l  2891 ; ’G ra m s :
’ G r o u n d w o rk .”  G lasg o w .

B r it ish  G r it  A sso cia t ion .— S e c re ta ry  : J. C am p b e ll M a cG reg o r , 10
Bank S t r e e t ,  A ird r ie ,  L an a rk sh ire .

B r it ish  M a llea b le  Tube F ittin g s  A sso cia t ion .— S e c re ta ry  : F. B. R idgw ell, 
196, S h a f te sb u ry  A v en u e , L o n d o n , W .C .2 . ’P h o n e  : T e m p le  B ar 3261 : 

’G ra m s : “  B rim a tu fie ,”  L on d o n .
C a st Iro n  C h a ir A ssocia tion  :  S e c re ta rie s  : P e a t, M arw ick , M itche ll 

& C o .,  T h e  C a s t  Iro n  C h a ir  A sso c ia tio n , Q u e e n ’s S q u a re , M iddles
b ro u g h ,  Y o rk s h ire .

C a st Iro n  A x leb o x  A ssocia tion  and N a tion a l Ingot M ou ld  A sso cia tion .— 
S e c re ta r ie s  : P e a t,  M arw ick , M itche ll & C o m p an y , 301, G lo sso p  Road, 
S heffie ld . 'P h o n e  and  ’G ra m s  : B ro o m h ill 63031.

C a s t Iro n , H ea tin g , B o ile r  and  R a d ia to r M a n u fa c tu re rs ' A sso cia t ion .—  
S e c re ta ry  : S ta n le y  H e n d e rs o n , 69, C a n n o n  S t r e e t ,  L o n d o n , E.C .4. 
’P h o n e  : C ity  4444.

C a s t Iro n  P ip e  A ssocia tion  :  S e c re ta ry  : T . C la rk , C ru s a d e r  H o u se . 
14, Pall M all, L o n d o n , S .W .I .  ’P h o n e  : W h ite h a ll  7941.

C a st Iron  Seg m ent A sso cia t ion .— S e c re ta ry  : H . A. D . A clan d , 5, V ic to r ia  
S t r e e t ,  L o n d o n , S .W .I .  'P h o n e  : A b b e y  3194.

G reensa nd  P ip e  Fou n d ers ’ A sso c ia t ion .— S e c re ta rie s  : M cC lu re  N a ism lth  
B ro d ie  & C o m p an y , 77 , S t. V in c e n t S t r e e t ,  G lasg o w , C .2 . 'P h o n e  : 
C e n tra l  8476 ; ’G ra m s  : “  L ycidas,”  G lasg o w .

N ation a l A sso cia tion  o f  M a llea b le  Iro n fo u n d e rs .— S e c re ta ry  : M iss L. 
V e r ity , C h a m b e r  o f  C o m m e rc e  O ffices. T u d o r  H o u se , B rid g e  S t r e e t ,  
W a lsa ll . ’P h o n e  : W alsa ll 5671.

I R O N F O U N D E R S ’ N A T I O N A L  C O N F E D E R A T I O N

C ha irm an  :  D . G ra h a m  B isse t, Enfield F o u n d ry  C o ., L td ., W a lth a m  
C ro ss . D ire c to r  :  R . F o rb e s  B a ird , 117, C h u rc h  L ane, H a n d s w o rth  
W o o d ,  B irm in g h am , 20. ’P h o n e  : N o r th e r n  0343 & 0037; ’G ra m s  : 
“  I ro c a s t,”  B irm in g h am .

LO CA L B R A N C H  A SSO C IA TIO N S 
E a s t  and  W e st R id in g s  : S e c re ta ry  : O .  G ib so n , O l iv e r  G ib so n  & Son» 

L td ., L eeds. ’P h o n e  : L eeds 21226. N o rth  M id la n d  : S e c re ta ry  :
E. A . P h illip s , H a r p e r ,  P h illip s  & C o .,  L td .,  A lb io n  F o u n d ry , E a s tg a te , 
G r im s b y , ’P h o n e :  G r im s b y  2541. N orth  W e s t e r n :  S e c r e t a r y :  E. 
M o rris , F. M o rris  & S o n s , L td ., W h a le y  B rid g e . 'P h o n e  : W h a le y  B rid g e  
98. S co ttish  : S e c r e t a r y :  A . F. U r e ,  A lle n  U r e  & C o . ,  L td .,  
K e p p o c h ill , G la sg o w , 'P h o n e  : G la sg o w , D o u g la s  2641.

N A T I O N A L  I R O N F O U N D I N G  E M P L O Y E R S ’ F E D E R A T IO N

P re s id e n t :  C . G r e s ty ,  N o r th  E a s te rn  M arin e  E n g in e erin g  C o . (1938). 
L td ., W allsen d -o n -T y n e . S e c re ta r ie s  :  M ann, Ju dd  & C o .,  8, F re d e r ick s  
P lace , O ld  Je w ry , L o n d o n , E .C .2 . ’P h o n e  : M e tro p o li ta n  8613 ;
'G ra m s  : “  M anjudca  P h o n e ,”  L o n d o n .

LO C A L A S SO C IA TIO N S
C a r d if f  and  D is tr ic t  Fou n d ers ’  A sso cia tion .— S e c re ta ry  : G . M o rr is ,  12, 

W e s t  B u te  S t r e e t ,  D ocks, C ard iff. 'P h o n e  : C a rd iff  4356-7.
Leed s  and D is tr ic t  Iro n fo u n d e rs ’ A sso cia t ion .— S e c re ta ry  : F. B ow ling , 

J o h n  B ow ling  & C o .,  L td ., C y c lo p s  F o u n d ry , K irk sa ll R o ad , L eeds, 3. 
'P h o n e :  L eeds 25183.

Le ice s te r  and  D is tr ic t  Iro n fo u n d e rs ' E m p lo y e rs ’ A sso cia t ion .— S e c re ta ry
C . S. B ishop, 8 , N e w  S t r e e t ,  L e ice s te r . ’P h o n e  : L e ic e s te r  58842.

Liverpoo l and  D is tr ic t  Iro n fo u n d e rs ’ A sso cia t ion .— S e c re ta ry  : J . S. H assal, 
15, V ic to r ia  S t r e e t ,  L iv e rp o o l. 'P h o n e :  C e n tra l  0114.

M a n ch este r and  D is tr ic t  Iro n fo u n d e rs ’ E m p lo y ers ’ A sso cia tion .— 
S e c re ta rie s  : W e b b  & H all, 9 0 , D e a n sg a te , M a n ch e s te r . 'P h o n e  :
B lackfria rs 8367 ; ’G r a m s :  “  S o u n d ,”  M a n ch e s te r .

M id la n d  Iro n fo u n d e rs ’ A sso cia t ion .— S e c re ta ry  : R. F o rb e s  B aird , 117 
C h u rc h  Lane, H a n d sw o rth  W o o d , B irm in g h am , 2 0 . 'P h o n e  : N o r th e r n  
0343 & 0037 ; 'G ra m s  : “  Ja ce la ce ,”  B irm ingham .

M on m outhsh ire  Fou n d ers' A sso cia t ion .— S e c re ta ry  : F. L a w to n , G ou ld  
F o u n d rie s , L im ited , N e w p o r t ,  M on. 'P h o n e  : N e w p o r t  4275 ; 'G ra m s  : 
“  R o g e rw in c h ,”  N e w p o r t .

N orth  o f  En g la n d  Iro n fo u n d e rs ’ A sso cia t ion .— S e c re ta rie s  : M ann, Ju d d , 
G o rd o n  C o ., 61, W e s tg a te  R oad, N e w c as tle -u p o n -T y n e . 'P h o n e :  
N e w c as tl  s 20836 ; 'G r a m s :  “  M annca ,”  N e w c a s tle .

N o rth  S ta ffo rd sh ire  Iro n fo u n d e rs ’ A s so c ia t io n .— S e c re ta ry  : R. P e p p e r  
4, S t. A n th o n y ’s D r iv e , W e s tla n d s , N e w c a s tle ,  S taffs. 'P h o n e  : S to k e- 
o n -T re n t  87303.

Sco ttish  Iro n fo u n d ers ’  A sso cia t ion .— S e c re ta rie s  : M ann , Ju d d , G o rd o n  
& C o .,  142, S t. V in c e n t S t r e e t ,  G lasg o w , C .2 . ’P h o n e  : C e n t r a l  8563 : 
’G ra m s : “  M annca,”  G lasgow .

Sheffie ld  and D is t r ic t  Ironfounders* A sso cia tion .— S e c re ta ry  : T . G o d d a rd  
M an d er, 59, C la rk e h o u se  R o ad , S heffie ld , 10. 'P h o n e  : S heffie ld  60047 ; 
’G ra m s  : “  E m p lo fe d ra ,”  Sheffield .

South o f  En g la n d  Iro n fo u n d e rs ’ A sso cia t ion .— S e c re ta r ie s  : M ann, 
Judd  & C o ., 8. F re d e r ick s  P lace, O ld  J e w ry , L o n d o n , E .C .2 . ’P h o n e  
M e tro p o lita n  8613. ’G ra m s : ”  M anjudca P h o n e ,”  L o n d o n .

W elsh  E n g in ee rs  and Founders A ssocia tion .— S e c re ta ry  : W .  D . M.
Davis, I, S t. Jam es  G a rd e n s , S w a n s e a .’P h o n e  : S w an sea  59166 ; ’G ra m s :  
“  I ro n  ”  Sw ansea.

W est o f  En g lan d  Iro n fo u n d e rs ’ A sso cia tion .— S e c re ta ry  : R. F o rb es
Baird , 117, C h u rc h  Lane, H a n d s w o rth  W o o d ,  B im ingham , 2 0 . ’P h o n e s : 
N o r th e r n  0343 & 0037 ; 'G ra m s  : “ J a ce la ce ,”  B irm ingham .
' W est R id in g  Iro n fo u n d e rs ' A s so c ia t io n .— S e c r e t a r y :  C . D . B uck le , 13, 
C h e a p s id e , B rad fo rd . 'P h o n e  : B rad fo rd  25346.

B R IT IS H  C A S T  IR O N  R E S E A R C H  A S S O C I A T I O N
A lv e c h u rc h , B irm in g h am . 'P h o n e  an d  'G ra m s  : R ed d itc h  716. 
S co ttish  La b o ra to rie s .— B la n ty re  In d u s tr ia l  E s ta te , B la n ty re , L a n a rk 

s h ir e .  ( ’P h o n e  486.)
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HALIFAX * ENGLAND
TELEPHO N E: H A U FA X 6124-7/8 
TELEGRAMS:AUGUST'S HALIFAX

SPECIALISTS IN 
FOUNDRY MECHANISATION

U W " T E D

S o le  L icensees 
and  M a n u fa c 
tu re r s  fo r  
B r it ish  E m p ire  
(excluding 
C a n a d a )o f  th e  
S im p son  S a n d  
M ix e r .

R E A C H
FOR T-H-E

S W I T C H . .

F IN G ER T IP  pressure now transforms costly non-productive 
manual effort into smooth, controlled power. Modern mechani
sation leaves your highly-paid production team to pursue its 
specialised craft unfettered and unfatigued by manual handling 

difficulties.

W hen it  is rem em bered that all non-productive effort to-day 
costs th ree  tim es m ore than fo rm e r ly ; and when it is 
rem em bered also that m ore efficiency and less labour spell 
higher output, th ere  is little  need to stress fu rth er the 
claim s of m odern Foundry efficiency.
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PU BLISH ED  W EEK LY : S in g le  C o p y , 9 d . By P o s t  I Id . A n n u a l S u b s c r ip t io n , H o m e  40s., A b ro a d  45 s . (P re p a id ).

49 , W e ll in g to n  S t r e e t ,  L o n d o n , W .C .2 .  ’P h o n e :  T e m p le  B ar 3951 (P r iv a te  B ran ch  E x ch an g e) G r a m s :  " Z a c a te c a s ,  R an d , L ond o n *

P r o v id in g  th e  Y a r d s t ic k
L ast w eek  w e p rin ted  a  long le tte r  fro m  M r. John  

W . B olton, th e  em inen t A m erican  m eta llu rg is t w hich 
a ttacks M r. L issell’s conclusions as se t o u t in  the 
P ap e r h e  gave to  th e  B ux ton  C onference  o f  the  
In s titu te  o f  B ritish F o u n d ry  m en. W e th ink  som e 
m isunderstand ing  h a s  a risen  o n  acco u n t o f  the title  
o f  th e  P ap e r w hich  w as “ T esting  th e  M eta l o r 
T esting  the C asting  ” . W e base this on  M r. L issell’s 
s ta tem en t in  th e  discussion th a t “ in  Sw eden they 
h ad  sta rted  fro m  th e  p o in t o f view  th a t they  w ere 
fo r the m om en t only going to  test the  iro n ; they  
w ere n o t co ncerned  w ith  the p ropertie s  o f  th e  ca s t
ings unless they  h ad  a  sta tistica l re la tio n sh ip  be
tw een m etal an d  castings.” W e can n o t h e lp  bu t 
believe th a t M r. B o lton  has m issed th is statem ent. 
Surely as a  long-term  policy  the dete rm ina tion  o f  
the  ac tu a l service po ten tia lities o f a casting  by sta tis
tical m eans shou ld  be w o rth  while.

T h e  p osition  in th is co u n try  is th a t the various 
service dep artm en ts  co n tin u e  to  issue the ir ow n 
p rivate  specifications, w hen  those  o f  th e  B.S.I. a re  
in all p ro b ab ility  m o re  su itab le  a t  any  ra te  fo r the 
m etal itself. T h e  existence o f  these b asta rd  speci
fications m ay  be d u e  to th e  existence o f  an  alloy 
w hich show s su p e rio r tes t-bar streng ths, b u t in  tru th  
is such as to  yield p o o re r p ropertie s in the actual 
casting . T ensile  test-bars them selves a re  deceptive 
little  affairs. T h o u g h  requ ired  on ly  to  give d a ta  
on the ac tu a l m eta l, they m ay  o n  th e  B ritish  type 
— tw o inches o r  so long— show  up the p ropertie s  o f 
the w eakest sp o t o f  m eta l a long  th e  gauge length , 
w hereas the Sw edish type  cu ts o u t th is v a riab le  to  a

large  ex ten t, by th e  p rov ision  o f neck  on  a  quite 
sh o rt test-piece. W hich o f  th e  tw o is the b e tte r 
eva lua tion  o f  the  ac tu a l m eta l?  Soundness o f  test- 
bars is so im p o rta n t th a t too  m uch  care  c an n o t be 
given e ither to  th e ir design o r p roduc tion .

M r. B o lton  is undoub ted ly  rig h t in  his insistence 
on service tests as being th e  m ost im p o rta n t o f  all 
fac to rs  fo r  evalua tion  o f  th e  casting , b u t o n ly  tim e 
and  experience can  p rov ide  these. In  th is co n 
nection  it  is in teresting  to n o te  th a t it  h a s  been 
th e  advertising  d ep artm en ts  o f  th e  found ries  and  
the ir trad e  g roups ra th e r  th an  th e  scientific staff 
w hich h av e  been fo rem o st in  p rov id ing  d a ta . T he  
claim s m ad e  fo r m ach inab ility , co rro sion , chem ical 
an d  heat-resistance h ave  been  given m u ch  m ore  
p rom inence  by  the pub lic ity  experts th a n  the lab o ra 
tories. M oreover, such claim s ra re ly  exaggerate, as 
the ir sponsors va lue  rep ea t o rders  as m uch  as new  
business. I t  is m a tte r  o f  som e in te rest th a t such 
a tten tio n  should  be  paid  to  tensile tests fo r cast iro n , 
because in  ac tua l p rac tice  th e  alloy  has seldom  to  
w ith s tand  the type  o f  stress im plicated . C om pression , 
shock, an d  bursting , the last one  being a  com b ina tion  
o f  a  n u m b er o f stresses a re  th e  n o rm a l ones encoun 
tered. In  o th e r cases, th e  su itab ility  o f  th e  surface  
fo r  tak ing  a  p ro tec tive  coating  is a  p a ram o u n t 
fac to r, as o f  course is m ach inab ility . Still, i t  is in  th e  
ac tua l fo u n d ry  w here specifications h ave  to  be m et 
a n d  th e  w ork  o f  Lissell an d  B o lton  an d  so m an y  in 
th e  sam e field h as  fo r  its u ltim ate  end th e  p rov ision  
o f un iversally  accep ted  yard s tick s so designed a s  to  
aid  th e  p ro d u c tio n  o f  Saville R ow  castings.
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Iron and Steel Institute
A n n u a l General M eeting

The Annual General Meeting of the Iron and Steel 
Institute will be held in the Institute’s offices, 4, Gros- 
venor Gardens, London, S.W.l, on Wednesday, Thurs
day and Friday, May 30 and 31 and June 1, 1951. A 
buffet luncheon (tickets 6s. each) will be available 
in the library on the Wednesday and Thursday, and 
there will be an interval during each morning for light 
refreshments (no charge). A members’ dinner (tickets 
£1 5s. Od. each) will be held at the Dorchester Hotel, 
Park Lane, London, W .l, on Wednesday, May 30, at 
7 for 7.30 p.m. Members and the.r guests are requested 
to use the ballroom entrance (dress: evening dress; 
decorations will be worn).

P ro g ra m m e
Wednesday, May 30.

10.0 to 11.0 a.m.: Formal business; election of
members; presentation of Report of Council and State
ment of Accounts for 1950 ; announcement of the 
award of the Bessemer Medal for 1951 to Mr. Benjamin 
Fairless; presentation of the Sir Robert Hadfield Medal 
for 1951 to Mr. William Barr ; presentation of an 
Andrew Carnegie Silver Medal for 1950 to Mr. A. B. 
Winterbottom; presentation of the Williams Prize for 
1950 to Mr. T. H. Harris and Mr. W. H. Everard; 
presentation of the Ablett Prize for 1950 to Mr. D. A. 
Wise and Dr. L. N. Bramley, and induction of the new 
president, Mr. Richard Mather.

11.0 to 11.45 a.m.: Presidential address.
11,45 a.m. to 12 noon: Interval.
12 noon to 1.15 p.m.: Discussion on: —
“ The Present Position of the Converter Process.— 

Economic Comparison with other Steelmaking Pro
cesses,” by B. Matuschka.

1.15 to 2.30 p.m.: Buffet luncheon in the library.
2 30 to 5.0 p.m.: Presentation of films by Dr. J. B. 

Austin o n : “ Study of the Zone in Front of a Blast
furnace Tuyere by Means of High-speed Motion Pic
tures and Models.” Discussion o n :—“ Significance of 
Equilibrium and of Reaction Rate in the Blast-furnace 
Process,” by J. B. Austin.

7.0 for 7.30 p.m.: Members’ dinner at the Dorchester 
Hotel, Park Lane, London, W.L
Thursday, May 31.

10.0 a.m. to 1.15 p.m.: Joint discussion on:— 
“Aspects of the Blast-furnace Situation in the U.S.A.,” 
by Owen R. Rice. “Evolution of the All-carbon Blast
furnace,” by J. H. Chesters, G. D. Elliot and J. 
Mackenzie, and “ Radio-active Indicators for Blast
furnace Refractory Wear,” by E. W. Voice.

(11.30 a.m. to 12 noon: Interval.)
1.15 to 2.30 p.m.: Buffet luncheon in the library.
2.30 to 5.0 p.m.: Joint Discussion on: —
“ The Smidth Agglomerating Kiln.—Plant and Prac

tice at East Moors Works. Cardiff,” by W. E. Simons; 
“ Sinter Making at Appleby-Frodingham,” by G. D. 
Elliot and N. D. Macdonald; “ Investigation of the 
Effects of Controlled Variables on Sinter Quality. 
Part I.—Development of Experimental Sinter Plant and 
Preliminary Results using Northants Ore,” by E. W. 
Voice, C. Lang and P. K. Gledhill; “ The Sintering 
of Northamptonshire Iron Ore.—A Production-plant 
Study of Factors Affecting Sinter Quality,” by D. W. 
Gillings, E. W. Voice, C. Lang and P. K. Gledhill. 
Friday, June 1.

10.0 a.m. to 1.0 p.m.: Joint discussion on:—“ Full- 
scale Blast-furnace Trials.” by J. A. Bond and T. 
Sanderson, and “ Distribution of Materials in the Blast
furnace. Part III.—Further Factors Influencing the 
Distribution of Solids in the Blast-furnace,” by R. Wild.

Film Review
GREAT NAMES

This is, if the reviewer is not at fault, the fourth 
film produced for F. H. Lloyd & Company, Limited, 
of James Bridge Steel Works, Wednesbury, Staffs, by 
the Big-Six concern (Mr. Edward Cook). Progressively, 
and rightly, there has been greater stress laid on blatant 
advertising. This is probably due to their success over
seas. The commentary—made by Lionel Marsden, 
who has a pleasing voice and is devoid of mannerisms 
—is to be translated into Turkish (for showing at 
their forthcoming trade fair), French, Spanish and 
Portuguese. The scheme of the film is first to show 
something of the foundry (stressing in this case “ size ”) 
and then to illustrate the use of steel castings in the 
manufacture of agricultural, excavating and cement- 
making plant and locomotives. These are the produc
tions of internationally-known firms. Curiously enough, 
no small castings, such as colliery-tub wheels, were 
included, perhaps because their users could not be in
cluded under the title of “ Great Names.” The film 
finishes rather abruptly and the reviewer suggests that 
a series of “ flash-backs ” to the major items illustrated 
would have rounded-off the film to its advantage. The 
level of photography and the general production is 
distinctly good and enhances the high reputation 
achieved by the Lloyd-Cook co-operation.

Increased Prices for Cast-iron 
Hollow-ware

The Board of Trade, in consultation with the Central 
Price Regulation Committee have made the General 
Hollow-ware (Maximum Prices) (Amendment No. 4) 
Order. 1951.

This Order further amends the General Hollow-ware 
(Maximum Prices) Order, 1949, as amended by omitting 
the first schedule, which laid down manufacturers’ 
cash maximum prices for specified descriptions of cast- 
iron hollow-ware, and fixing as maximum prices those 
charged by manufacturers during the “ basic period ” 
(June to July, 1949) together with an increase of 224 per 
cent., in the case of cast-iron hollow-ware with tinned 
interior finish, and of 10 per cent., in the case of cast- 
iron hollow-ware with black, barffed or enamelled 
interior finish. These increases, which are the first since 
the end of 1947, have been granted at the request of 
the manufacturers to take account of the increased 
cost of tin and other raw materials.

The Order comes, into operation on April 23 and 
copies are available from H.M. Stationery Office.

Hardware and Hollow-ware Trades
A preliminary report, based on the 1948 Census of 

Production, gives the value of production (gross output) 
in the hardware, hollow-ware, metal furniture, and 
sheet-metal trades in 1948 as £173,728,000, against 
£52,812,000 in 1937. The average number of persons 
employed was 168.435 in 1948 and 124,168 in 1937.

There were 1,898 establishments engaged in these 
trades in 1948.

T h e  en d  of 1950 saw Tyneside shipbuilding and 
engineering undertakings well placed for a considerable 
time ahead, states the annual report of the Newcastle- 
upon-Tyne and Gateshead Incorporated Chamber of 
Commerce, but the future position of some of the lighter 
industries is rather uncertain owing to the shortage of 
non-ferrous metals.
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M anufacture o f Ingot Moulds for an  
Indian Steelworks

B y V. M . McGowan
The A uthor, w ithout previous personal experience o f ingot-mould manufacture, was faced with the  
necessity fo r  instituting a system  fo r  their quantity production in a large jobbing foundry in India. 
W hat follow s is a record o f the m ethod by which the job was tackled at the outset and o f the layout and

equipm ent developed.

t h e  p r o b l e m  o f  m a k i n g  and casting ingot moulds 
successfully for the steelworks is one that has 
occupied the minds of m any foundrym en over a 
long period. The A uthor cannot hope to  add much 
to the great store of technical literature that already 
exists, but he would a t the outset like to record his 
debt to literature on the subject. T here are to-day 
m any men recognised as experts in this particular 
field o f foundry work, w ith m any years of experi
ence and each with his own theories abou t method.

H aving read much of w hat these experts had 
written, the A uthor was left with the impression 
that here was a job that as a general foundrym an he 
had no right to tackle. In  point of fact, however, 
there was no choice in the m atter. T he steel plant 
was in the course of erection and ingot moulds were 
necessary to the successful operation o f tha t plant. 
They had to be m ade and the A uthor’s foundry 
had to  make them!

M oulds of this description had yet to be designed 
and cast and production started as soon as possible. 
Added to the fact that it was a  job never tackled 
before, the foundry was faced with the lack of 
skilled and experienced labour.

Casting Problem s
So far as could be gathered before starting on the 

job, the greatest cause o f mould failure a t the steel
works was tha t the m oulds cracked after a  very 
short life. One cause of this cracking was said to 
be the effect of casting strain on the casting after 
pouring in the foundry. This m ay be so in a  great 
num ber o f cases, bu t m any failures have been seen 
that were caused by strains set up in the mould in 
the steelworks that had nothing w hatever to  do with 
the foundry, but fo r which the foundry, as usual, 
had to  take the blame. However, it was argued 
that if  this casting strain, caused by the casting con
tracting on the core afte r pouring, could be 
eliminated m uch o f the trouble would disappear and 
the mould when in use could be expected to last 
longer. T he great problem ' was to eliminate this 
tendency to  strain. T he solution was a t once 
apparen t: to  release the core and so stop it from 
binding the contracting casting. H ow  this was 
accomplished will be explained later in this Paper.

The second great problem  was to get the correct 
com position and casting temperatures. I t seemed 
to be the accepted practice to use hem atite irons for

* P a p e r  presen ted  to  th e  South A frican  B ranch  of the  
In s ti tu te  o f B ritish  Foundrym en .

the m aking of ingot moulds, but hem atite irons were 
not procurable unless im ported a t a  prohibitive 
price, so that the problem  was to m ake a successful 
job without. Casting tem peratures would of 
necessity be a m atter o f experim ent and close con
trol until the founders had accum ulated sufficient 
data to enable them to lay down strict rules to w ork 
to. Once the tem perature range was established it 
could then be adhered to in  all fu ture castings.

The requirem ents o f the steelworks made it 
essential tha t a  minimum o f fo u r moulds were cast 
per day in the foundry, and as this was likely to be 
exceeded at a m om ent’s notice sufficient p lant was 
m ade to cope with six moulds. In  describing the 
plant which was designed for the w ork and the 
methods adopted, it should be borne in mind that 
it was made to suit local conditions. Also, a  highly 
specialised job was being undertaken by men who 
had no actual experience o f this class o f w ork and 
by labourers who did no t have the slightest idea of 
what an ingot m ould would look like. The plant 
had to be so designed th a t it would be understood 
and w orked by those who were illiterate and had 
to have things explained to them in words o f one or 
two syllables. W ith these difficulties in mind it will 
be clear why the A uthor went to such pains to  m ake 
plant which, a t first sight, m ight appear elaborate, 
but which worked well in practice.

Ram m ing of M oulds
There seems to be m uch difference of opinion 

between m akers as to the best way to ram  moulds 
for these jobs. Some advocate the jar-ram m ing 
m achine as the only possible m ethod, others think 
ram m ing m ould and core a t the sam e tim e is the 
better way, and still others ram  the m ould and core 
separately.

As there was no jolt m achine large enough, the 
question of m achine moulding did not enter. It 
only had to be decided whether to ram  up the mould 
and core a t the same tim e o r  separately. In the end 
it was decided to m ake pattern  and core-box separ
ately and it was here that an individual note in the 
design o f  the p lant was struck and a departure made 
from  the orthodox m ethod, though not w ithout 
misgivings.

The governing influence throughout the designing 
of the plant was that, if possible, all casting strain 
m ust be eliminated from  the ingot m ould to allow 
it to contract as much and as freely as it could. As 
before stated, the supply of labour also had a great
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Fig. 1.—Simple Coremaking Plant; no Bottom 
Boxes are used. The Cores are made on a Core
plate which also serves as Bottom-box. After 
the Core-bar has been given a coat of Clay- 
wash, it is lowered into a Pit, with the Corebox 
and the rest of the Assembly, for Ramming.

bearing on the finished design of plant, as m ost of 
the workers had had experience of vertical pipe- 
m aking plant, described by M r. H andley in his 
Paper on pipe-casting methods.* It was thought 
that if a p lant following the same principle could 
be designed it would be easier for the men to 
handle. The m ain object, however, was to eliminate 
the casting strain on the mould. So far as is known 
the plant is (or was) entirely original and, in spite 
o f gloomy prognostications, worked well and is 
giving good service.

Core-making
In describing the plant, com mencem ent will be 

m ade with core-making. Explained in writing it may 
seem elaborate; in reality it is extremely simple. No 
bottom  boxes (i.e., drags) are used; the cores are 
m ade on a core-plate which is also the bottom  box. 
The whole set-up for the core com prises three m ain 
pieces in  all: first there is the bottom -plate, which 
is m ounted on  four stools to raise it from  the 
ground. This plate is recessed to a depth of 11 in. 
and this recess w hen ram m ed up  form s the drag of 
the m ould. In the centre o f the plate is a  tapered 
hole through which the core-bar proper passes and 
locates itself on  this taper. A ttached to  the core-bar 
is a  retaining plate which spans the m ain-plate and 
this in turn is pinned to  the m ain-plate by two 
countersunk cotters. The whole form s a perfectly 
rigid core-bar plus bottom  o r drag box.

Fig. 1 reveals the simplicity and effectiveness of 
the plant. The usual vent holes are, of course, p ro 

*“ Straight Cast-iron Pipes,” by J. L. Handley, F o u n d r y  
T r a d e  J o u r n a l ,  M arch 15, 1951.

vided in the core-bar, as in any hollow bar used in 
the foundry, and were cast in when the bar was 
made. The reason for having the bar loose on the 
bottom  plate is so that it may be dropped away 
from  the casting and so obviate any tendency for 
the ingot mould to bind on the core. The taper o f 
the bar and the height o f the stools supporting the 
plate are such tha t when the bar is dropped, which 
process will be explained later, there is about one in. 
clearance all the way round the casting, to allow for 
contraction. This is in excess of requirem ents, of 
course, but it does m ake sure that there is no chance 
o f any strain being set up with its attendant bad 
after effects a t the steelworks. I t also provided the 
founders with a much-needed insurance that they 
could not be held at fault if  the moulds did crack 
when in use.

W hen the core-bar is assembled (taking abou t five 
to ten min. in all) one run  of J  in. straw rope is 
bound round the bar to joint level. This run  of 
rope was no t pu t on the first core made and great 
difficulty was experienced in getting the core-bar 
to* d rop  afte r casting. W ith the one thickness of 
rope on the bar this difficulty vanished; in fact, 
it usually only requires the cotter pins to be released 
before the bar drops away and comes down with 
its own weight.

H aving wound the rope on the bar it is 
given a coat o f clay-wash and is then ready fo r 
the corem aker to ram  up. The stool, com plete with 
bar, is lowered into a p it fo r ram m ing and the 
core-box is lowered over the lot. I t  is m ade in  a  
p it fo r ease of ram m ing and the pit is o f such a 
depth as to bring the whole assembly to floor 
level.

Fig. 2.— A Pit ensures Ease of Ramming, being of 
such a Depth as to bring the Whole Assembly 
to Floor Level.
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T his is show n in Fig. 2. T he  co re-box  is m ade 
o f  cast iron  in fo u r  pieces fro m  a q u a rte r  pa ttern . 
T he  jo in ts a re  m ach ined  and  co rners m itred  b u t the 
w alls a re  g round  w ith  a n  o rd in ary  hand  g rinder 
to give th e  requ ired  finish. N o  o th e r co re  irons 
a re  used excep t fo r  a  very  ligh t one  near th e  top. 
T h is  light iron  is m ade  as the th ree sides o f a 
square  to  allow  fo r  easy co n trac tio n  o f  th e  casting , 
aga in  w ith a view  to e lim inating  casting  strain .

M oulding-box Location
A  w ord  m ay  be said here  a b o u t m ethods adop ted  

fo r  loca ting  co re-box , m ou ld ing  boxes, etc., to  ensu re  
accu ra te  jo in ting . I t  w ill be seen  from  th e  p h o to 
graphs th a t the boxes are  m ad e  square , o r  as nearly  
so as possible. In  all, 12 sets o f  boxes w ere  m ade, 
an d  to  get a ll o f  them  exactly  th e  sam e w ould 
have been n o t only  difficult an d  costly , b u t was 
though t to  be  unnecessary . Y e t if  they  w ere to 
be in terchangeab le  they h a d  to  have som e com m on 
locating  fea tu re . I t  w as th ere fo re  decided to  have 
all co rn e rs  m ach ined  to  a  d iam ete r and  th a t this 
d iam ete r w ould  be  com m on to  all locating  points. 
T h is  g reatly  sim plified the  w ork  o f fitting  and  m ade 
the locating  fo o l-p ro o f fo r , in ad d ition  to  the d ia 
m eter a t  the co rners , tw o pin  holes w ere drilled  on 
the cen tre  line. T h is m ight seem an  added  luxury 
b u t a s  th e  boxes w ere expected to  last fo r  m any 
years it  w as well to  have  th em  abso lu tely  fo o l
proof. T h e  sam e jig  w as u sed  fo r d rilling  the 
bo ttom -p la te , co re-box , m ou ld ing-box , etc., so th a t 
every p a rt o f  the p lan t w as in terchangeable .

M ould Production
T he p a tte rn , like th e  core-box , is o f  cast iron 

and  is m oun ted  on  a p la te  co rrespond ing  in all 
p a rticu la rs  to  th e  b o ttom -p la te  o n  w hich  the core- 
box is m oun ted  fo r  ram m in g  up  except o f  course, 
th a t the p a tte rn -p la te  has no  recess. T h e  w hole

F ig . 3.— Final Ramming in Progress; a Light Core Iron
is used near the Top to allow for easy contraction 
o f the Casting.

F ig . 4 .— To Dry the Moulds a Gantry was built 
from Scrap Railway Lines.

se t-up  (the  p la te  w ith  the p a tte rn  m oun ted ) is placed 
in  the sam e p it as th e  co re  is ram m ed  in , bu t 
the p la te  is an ch o red  to  w eights su n k  w ell below  
it; o therw ise w hen  th e  m ou ld  is being stripped  
from  th e  p a tte rn  th ere  is th e  dan g er th a t th e  w hole 
w ould  lif t up . S ubstan tia l w eight is requ ired  
to  ho ld  the p a tte rn -p la te  solid w hen stripp ing  the 
box. A  stripp ing  p la te  is used to ensu re  a  clean  
lift and  in. is le ft on the leng th  o f  th e  p a tte rn  
to  a llow  fo r  this. T h e  stripp ing  p la te  itself is m ade 
from  }  in. m ild-steel p la te  a n d  is fitted  to  th e  
bo ttom  o f  the m ould ing  box by  m eans o f  c o u n te r
sunk  bolts. T h e  lifting  lugs on  th e  casting  a re  
w orked  from  loose  pieces on  th e  p a tte rn  m ou ld  on 
com pletion  o f  th e  ram m ing  opera tion .

Drying and Closing
■ T he  m ould  tops a re  flat an d  a re  ram m ed  on  a 
flat p late, these p lates being d rilled  w ith  th e  sam e 
jig as the o th e r p a rts  o f  th e  m ou ld ing  box  etc., 
a re  there fo re  also in terchangeable.

T he  cores and  th e  m ou lds requ ire  little, if any.', 
finishing if th ey  a re  ram m ed  p roperly . In  fact, 
any co re  th a t w ould  requ ire  pa tch ing  o r  m ak ing  
u p  in any  w ay is rejected  a t  once, a s  it is found  
th a t m ore  o ften  than  n o t a co re  th a t had  been 
patched  p roduces a  p o o r  casting  an d , as th e  co re  
o f  such castings has to  com e o u t perfectly  sm ooth , 
a  pa tched  co re  usually  m ean s a  scrapped  ingot 
m ould . A ll m oulds and  cores a re  b lacked  in the 
green s ta te  and  no rep a iring  o r  b lack ing  is done  
a fte r drying.

T he  found ry  is fo r tu n a te  in th a t it has a  p len tifu l 
supply  o f  coke-oven  gas an d  th is fa c t is tak en  every 
advan tage  o f w hen considering  how  those  m ou lds 
and  co res a re  to  be  d ried . T o  d ry  th e  m oulds, 
a  gan try  w as bu ilt fro m  scrap  railw ay  lines and  
th e  boxes w ere  low ered on  to  them  as w ill be
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fo r  casting together. T he moulds are lowered 
over the core and the top is p u t on. T he whole 
operation from  start to finish takes about 20 min., 
thanks to the well-fitting boxes. H aving all joints 
machined and jig drilled prevents any difficulty in 
assembling. I t is essential tha t all joint faces be 
machined, as this prevents any tendency to flash. 
This is most im portant as a thick flash would be 
likely to shorten the life o f the mould considerably.

F ig . 5.—Large Vertical Stoves are used for Drying 
the Cores. Fired by Coke-oven Gas. they are 
Sunk in the Floor to about Half their Depth and 
the Cores are lowered in from the Top. Each 
Stove is divided into Three Compartments, so that 
Cores can be Dried in Cycles. Four Cores are 
accommodated by each Stove.

clearly seen from  Fig. 4. U nder each box is placed 
a burner and the gas is ignited. The top p art is 
placed on the top of the m ould leaving a  3 in. gap.

This method of drying was found to be very 
satisfactory and efficient. I t  may be stated, how 
ever, tha t at no time is a m ould dried all the way 
through, but only for about 2 in. back. This may 
sound dangerous to some, but it is perfectly safe 
and never has there been any trouble with scabs, 
blows, etc., and the castings stripped perfectly clean 
and free from  defects.

There were in the foundry large vertical stoves 
fired by coke-oven gas and those w ere.utilised for 
the drying of the cores. They were sunk in the 
floor to  about half their depth and the cores were 
lowered in from  the top; the stove was divided into 
three com partm ents and  this allowed fo r cores to 
be dried in cycles, each stove holding four cores, 
so that while one section was being loaded one 
was firing and the other could be unloaded.

Some idea of these stoves will be gained from  
Fig. 5. Fig. 6 shows the core ready fo r closing * 
and Fig. 7 the com pleted, m ould.

The dried moulds and cores are closed in a pit and 
to m ake sure that they are set down plumb and so 
prevent any danger of m etal wash on  the sides of the 
core or m ould, large plates were made and bedded 
level on the floor o f the casting pit. The cores, 
which it will be rem em bered also include the drag 
of the m ould, on being draw n from  the stove, are 
lowered on to  those plates. The pit, incidentally, 
was m ade to  accom m odate four com plete moulds

Running M ethods
W ith the top-part closed, the runner boxes, which 

were also m ade for the job and so designed as to 
hold the minimum sand and  metal, are made up 
and the job is ready for casting.

It m ay be noted here as a point of interest that 
the return scrap from  heads, runners, etc., is very 
low, being in the region o f  from  7 to 8 per cent., 
giving a casting yield of about 92 per cent, o f m etal 
poured. Considering the type of work, this is very 
good and would com pare well with other methods 
of m anufacture.

Several types and m ethods o f running were tried 
out with varying success until finally it was found 
that four d rop  runners of 14 in. dia. each, placed 
one on  each side of the m ould, gave the best and 
m ost consistent results. Everyone will no t agree 
with this, but this m ethod proved its value in this 
practical set-up and, from  careful records taken of 
the first three hundred moulds cast, not one was lost 
which could be blamed on the m ethod of running. 
Indeed, only one casting was lost from  the first

F ig . 6.— Typical Ingot-mould Core ready for 
Closing. After Casting. 9 to 10 hrs. is Allowed 
to Elapse before Stripping. The Boxes are laid 
Flat and Opened along Two Opposite Corners 
on the Joint; the Casting, complete with Sand, is 
Lifted out as a Unit.
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F ig . 8 —  The Casting is left for about 40 hrs. before F ig . 10.— Typical Ingot Moulds Made in the
Final Stripping, by which Time it is almost Cold. Indian Foundry, shown after Stripping.

F ig . 1.— Closed Completed Mould Ready for Casting.

three hundred and that because the core cracked 
and left a bad m ark in the inside of the casting, 
rendering it useless fo r its purpose.

C asting
The first two castings m ade were poured at a 

tem perature which was recommended by the steel
works, i.e., 1,180 deg. C., but this was no t satis
factory and a badly-lapped m ark was found in the 
inside of the mould opposite the lifting lugs. 
It seemed that this was caused by the fact 
tha t when the m etal rose in the mould to the level 
o f the lifting lugs, there would be a short pause

F ig . 9.— The Castings usually Strip Cleanly, and 
very little Fettling is Required. This is Attributed 
in Large Measure to the Accuracy of the 
Machined Joints of the Boxes used.

until such time as the lugs had been filled. The 
metal, being too cold, could not recover and this 
caused w hat was, in effect, a cold shut.

The casting tem perature was, therefore, raised to 
1,220 deg. C. and this m ark a t once disappeared. 
Since then, until the tim e the A uthor left the firm, 
no less than 2,000  ingot moulds had been cast and 
at no time did the cold lap return, which seems 
am ple proof that the casting tem perature was 
altered in the correct manner.
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M anufacture o f  Ingot M oulds fo r  an In d ia n
Steelworks

A n o th e r fac to r th a t governed the use o f  th is tem 
p e ra tu re  w as th a t h igher tem pera tu res caused a  ten 
dency  to  a  d raw  a t  the reg ion  o f  th e  lifting  lugs. 
T h e re  is no d o u b t th a t the re  is alw ays a  d ra w  o f 
g rea te r o r  less degree a t  th is po in t, b u t a  casting  
tem p era tu re  o f  1,220 deg. C. seem s to  give th e  best 
results a ll ro u n d . M eta l com ing  fro m  th e  cupo la  
is allow ed to  s tand  in th e  ladle  until such tim e as the 
co rrec t casting  tem p era tu re  is reached, th is being 
c h e c k e d .o n  a d isappearing-filam en t type o f p y ro 
m eter.

O ne h o u r a f te r  casting— by w hich tim e the straw  
rope  on th e  co re -b a r has b u rn ed —-the co tter pins 
ho ld ing  the  co re-bar in  position  a re  knocked  o u t 
an d  th e  b a r  allow ed to d ro p  on  to  a  bed o f  sand 
u n d e r th e  box. T h ere  being no o th e r core irons 
in  th e  co re  except the ligh t three-sided one a t the 
top , th e  casting  is free to  co n trac t a s  m uch  as it 
cares to . I t  is c laim ed th a t th is m ethod  o f  releasing 
th e  co re  en tirely  elim inates an y  casting  stra in  likely 
to  be  set up  if the  casting  w ere .to co n trac t on  to  a  
m ore-o r-less solid  co re -b a r assem bly.

M etal
I t  w ould  seem  to  be the usual p ractice am ong 

m ak ers  o f  ingo t m oulds to  use  a  h em atite  iron . 
N o n e  w as availab le . Even if  th e  life  o f  th e  m ou ld  
w ere a little  im paired  because o f  the lack  o f  hem atite  
it  w ou ld  still p rove  cheaper to  u se  s tra ig h t iron , 
w hich w as m ade  o n  the site. T h e  irons used w ere 
m ixed  to  give a final com position  as fo llo w s: —  
T .C , 3.2; Si, 1.7 to 1.8; M n, 0.68 to  0.75; P , 0.28 to 
0.32; S, 0.07 to  0.08; G .C , 2.9 per cent.

Som e m ou lds w ere cast w ith  a  very  h igh  M n  (in 
th e  reg ion  o f  1.5 to 1.8 p e r cent.) as a tr ia l to  
ascerta in  if  they  w ould  give a  g rea ter life in  service, 
b u t so fa r  as is recollected  they  show ed no  m arked  
im provem en t in  use. C u p o la  charges w ere m ad e  up 
o f  50 p e r  cent, pig and  50 per cent, scrap , no steel 
b e in g  used.

Stripping
A fte r casting , 9 to  10 hrs. is allow ed to  elapse 

b efo re  stripp ing  com m ences. T he boxes a re  laid  flat 
a n d  opened  a long  tw o opposite  co m ers o n  the  jo in t 
a n d  th e  casting , com plete  w ith  sand , is lifted  o u t 
a s  a  u n it (F ig. 8). T h e  w hole is then  left fo r ab o u t 
40 hrs. be fo re  final stripp ing  by w hich tim e  the 
casting  is a lm ost cold. T he  casting  strips p e r
fectly  c lean ly  and  very  little  fe ttling  is requ ired , 
thanks to  th e  m achined  jo in ts  o f  the box. T h is  will 
be obv ious from  Figs. 9 and  10. T h e  jo b  w eighs 
3-} tons and  is kep t w ith in  very  close to lerances to  
th is figure.

I t  m ay  seem  to  som e th a t th e  in itia l co st o f 
th e  p la n t w ould  be very  high, bu t no m a tte r in  w hat 
m an n er th e  jo b  w as tack led , p lan t o f  th is na tu re  
could  never be m ad e  cheap ly  an d  the ex tra  cost to 
m ake  it rea lly  first class w as well w orth  th e  ex p en 
d itu re  o f  tim e  an d  m oney. W hen  th e  A u th o r le ft 
the firm , an d  over 2,000 ingo t m oulds had  been 
m ade, th e  on ly  renew al w as a  few re ta in ing  p la tes 
fo r  the co re-b ar; the rest o f  the p lan t w as alm ost as

good  as new. T h is  fac t, together w ith  the  low  
scrap , brings th e  final cost very  low  indeed. I t  w as 
ca lcu la ted  th a t  if the p la n t w ould  stand  up  to  3,000 
castings the cost w ould  w ork  o u t som ew here in  the 
region o f  2d. p e r cw t. w hich is considered  very 
reasonable.

Crucial Test
W hat o f  the life o f the m ou ld  a t  the steel w orks? 

T his, the  crucia l test o f  a ll in g o t m oulds, m u s t be 
judged  w ith  leniency so fa r  as the  In d ian  p ro d u c t 
is concerned . I t  m u s t be rem em bered  th a t the 
steelw orks w as a  com pletely  new  industry  to  the 
countryside. T h e re  w as n o  supply  o f  tra ined  lab o u r 
and  every  m an  on  the p la n t h ad  to  be tau g h t h is 
jo b  fro m  scratch . H ow  vast a  jo b  this w as and  the 
difficulties involved will be left to  th e  im agination . 
I t  is reasonab le  to  suppose, therefo re , th a t th e  ingot 
m ould  cam e in  fo r som e very  rough  han d lin g  at 
tim es. T h is  fac t com bined  w ith lack  o f  hem atite  
iron  m ade the fo u n d ers  scale dow n th e ir  hopes a 
lot. N evertheless, i t 1 w as guaran teed  th a t the 
m oulds w ould  give a life o f  50 casts m in im um . In  
p o in t o f  fac t the average life w as 66.23 casts. T h is  
figure took  in to  acco u n t failu res fo r  any  fau lt 
w hatever, w hether it  o rig inated  in  th e  fo u n d ry  or 
not. I f  o n ly  the  fou n d ry  scrap  h ad  been coun ted  
aga in s t th e  fo u n d ry , th e  average life  w ould  have 
been very  m uch  g reater. T h e re  w as one  m ould  
w hich gave a life o f  150, so it m ust have  been e ither 
a  freak  o r  received som e very  ca re fu l trea tm en t.

A cknow ledgm ents a re  m ade  to  M r. H an d ley  and  
M r. W aller, b o th  m em bers o f  th e  In s titu te  o f  B ritish 
F o u n d ry m en  (S outh  A fric an  B ranch) w ho  helped  in 
tak ing  th e  p h o to g rap h s  rep ro d u ced  w ith  this P aper.

March Steel Output
Steel o u tp u t in M arch— th e  first fu ll m o n th  of 

S tate  co n tro l o f  the industry— w as a t  an  annual 
ra te  o f 16,546,000 tons, com pared  w ith  16,952,000 
tons in F e b ru a ry  and  17,147,000 tons in  M arch  o f 
la s t year. L ast m on th , o f  course, included the 
E aste r ho liday  period , w hereas E aste r las t y ea r w as 
in A pril.

T he  fall in  p ig -iron  p ro d u c tio n  w as less p ro 
nounced . T h e  annua l ra te  in  M arch  o f  9,572,000 
tons com pared  w ith 9,687,000 to n s in  F e b ru a ry  and
9,696,000 to n s in M arch , 1950.

L a test steel and  p ig -iron  o u tp u t figures (in tons) 
com pare  as follow  w ith earlie r re tu rn s : —

Pig-i ron. Steel
casti

ngots and 
ngs.

Weekly
average.

Annual 
rate. ,

Weekly
average.

Annual
rate.

1951—January  ..  
February 
March 
1st q tr. 

1950—January  . .  
February 
March 
1st q tr. . .

183.100 
180.300
184.100
184.400
187.400
184.400 
180,500
180.100

9.520.000
9.087.000
9.572.000
9.587.000
9.742.000
9.588.000
9.096.000
9.077.000

305.900
326.000 
318,200
315.900 
305,300
325.000 
329,800 
207,030

15.907.000
10.952.000
10.540.000
10.425.000
15.873.000
10.898.000
17.147.000
17.096.000

International Foundry Congress
The International Foundry Congress will be held this 

year in Brussels, September 10-14, and applications to 
attend should be sent to the General Secretary, Inter
national Foundry Congress, c /o  Fabrimetal, 17, Rue des 
Drapiers, Brussels, Belgium.
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M oulding and Casting in Schools"
T h e  inclusion o f technical sub jec ts such as w ood

w ork  and m eta lw ork  in  secondary  schools is am ply  
justified by th e ir h igh ed u ca tio n a l values an d  by 
th e  strength  o f  th e ir  ap p ea l to  boys. T h e  C ouncil 
o f I ro n fo u n d ry  A ssociations h as already  sta ted  a 
case to  th e  M in istry  o f E d u ca tio n  w hy  school
m asters should  be encou raged  to  include sim ple 
m ould ing  and  casting  in  the  m eta lw ork ing  c rafts  
taugh t in th e ir schools. T h e  M in istry ’s reply  has 
been th a t the headm asters a re  given a  free  h a n d  in  
choosing  th e  sub jects o f  th e ir sy llabus, b u t it was 
agreed  th a t m o u ld ing  and  casting  w ork  allow ed th e  
boy to  app ly  in  a p rac tica l m an n e r m an y  o f  the 
sub jects tau g h t to  h im  in the classroom s.

I t  seem s, there fo re , th a t if th e  iro n fo u n d ry  in 
d u stry  w ants to  see m ou ld ing  tau g h t in  m ore  o f  th e  
secondary  schools, iro n fo u n d ers  them selves m ust 
tak e  steps to  in te rest th e  teach ing  w orld  in  th e  su b 
ject. T h is  is being  d o n e  successfully  in  som e dis
tricts. In d iv idua l com panies have  ta lked  to  h ead 
m asters , in s truc tion  has been  in troduced , and  the 
local fo u n d ry  h as som etim es acted  as p a tro n  by 
supplying p rep a red  sand , and  lend ing  sim ple eq u ip 
m ent. T h e  ch a irm an  o f th e  D evelopm ent P an e l 
recen tly  said  th a t w hile iro n fo u n d ers  o ften  seek 
to  in te rest the boys, they  very  o ften  leave the 
teachers  o u t in  the  cold . T h is is a n  u n fo rtu n a te  
m istake. M em ber-firm s m ay  already  be aw are th a t 
a t least one  C o u n ty  C ouncil E d u ca tio n  C om m ittee 
has appo in ted  a  p rac tica l fo u n d ry m an  as a  lec tu rer 
and  d em o n s tra to r o f  fo u n d ry w o rk  fo r  the C o m 
m ittee ’s courses to  teachers. T h is is an  a rran g e 
m en t w hich cou ld  b e  em u la ted  in  all o th e r counties 
w here th e re  is any  app rec iab le  n u m b er o f iron foun - 
dries. T h e  in itia tive lies w ith  the found ries, and  the 
secre ta ry  o f  the C .F .A . w ill be p leased  to  supply 
m o re  in fo rm atio n  a b o u t th e  n a tu re  o f  th is ap p o in t
m en t if  any  m em ber-firm  o r  association  w ishes to 
follow  u p  th e  idea.

Some Scottish Recommendations
T h e  Scottish  E d u ca tio n  D ep artm en t h as recently  

p rep a red  a book le t on  “ T echn ical Subjects in 
Secondary  Schools ” (H .M . S ta tionery  Office, price 
Is. 9d. net), w hich  includes an  excellen t general 
survey  o f th e  p lace o f  technical sub jects in  secon
d a ry  ed uca tion , an d  ou tlines five-year courses in  
c ra ftw o rk , techn ica l d raw ing  and applied  m echanics. 
T h e  D ep a rtm en t recom m ends the inclusion  o f  som e 
sim ple m ou ld ing  in th e  w ork  o f  th e  th ird  and  su b 
sequen t years in  cra ftw o rk  because  “ m ou ld ing  is a 
basic and  very im p o rtan t b ran ch  o f  m etalw ork  and  
h as considerab le  ed u ca tio n a l value. T h e  equ ipm en t 
need  n o t be  e lab o ra te  o r  tak e  up  m uch  room . O ne 
m ou ld ing  bench  large enough  to  accom m odate  tw o 
boys a t a  tim e will be adequate . T h e  m eta ls and 
alloys used should  h ave  a low  m elting  po in t; they  
can  th en  be  m elted  easily  in  a  p lu m b e r’s lead  p o t

* F rom  In d u s tr ia l  M anagem en t B u lle tin  No. 59, issued by 
th e  Council of Iro n foundry  A ssociations.

over a gas ring  o r  fo rge fire. A lloys such as are 
used fo r die casting  have a  low  m elting  p o in t and  
a re  very  good  fo r the p u rpose , a s  they  solid ify  w ith  
a clean , h a rd  su rface  capab le  o f being m achined . 
A lum in ium , w hich  h a s  a h igher m elting  p o in t, is 
very  su itab le  also  and  h as a  h igh shrinkage value. 
Sand m ay  be o b ta in ed  from  th e  neares t fo u n d ry .”

“ P up ils  should  be tra ined  to apprecia te  th e  value 
o f im provising  equ ipm en t. M eta lw ork , in  p a r 
ticu lar, offers am ple scope fo r this. C ores can  be 
baked  o n  a sheet-m etal p la te  hea ted  by a  so ldering 
stove  o r  gas ring  o r, p re fe rab ly  (since they  should  
be heated  as un ifo rm ly  as possible) they  c a n  be 
b aked  in  an  oven  m ade  fro m  an  o ld  tin  can. Such 
im prov isa tion  adds flexibility to  th e  course an d  also 
rem inds pup ils  th a t  m hny opera tions can  be carried  
o u t successfully w ith o u t e lab o ra te  o r  extensive 
equ ip m en t.”

T h e  course  p roposed  by the D ep artm en t suggests 
the m aking  of a casting  fro m  a sim ple p a tte rn  in 
th e  th ird  year, an d  in  th e  fo u rth  an d  fifth  years the 
m ak ing  o f castings fro m  shell and  split p a tte rn s 
and  castings involving th e  use  o f cores. A n  a p p en 
dix  to the  m em o ran d u m  gives som e no tes on  m o u ld 
ing w hich a re  rep roduced  in  fu ll below . T hese 
no tes m ay  suggest useful techniques fo r the iron- 
fo u n d e r w ho has a lready  m e t snags in try ing  to  
d em onstra te  th e  actua l casting  op e ra tio n  in  class
ro o m  o r  lecture hall.

Notes on Moulding
T o  teachers w ho  h ave  a  special in te rest in  the  

c ra f t o f  m ou ld ing , castings in  w ax w ill h av e  g rea t 
appeal because o f th e  use th a t can  be m ad e  o f  them  
fo r dem onstra ting  th e  righ t and  w rong  m ethods o f  
ru n n in g  a  m ou ld , th e  com nlon  fau lts  associated  w ith 
shrinkage an d  co n trac tio n  an d  th e  feed ing  te ch 
niques fo r e lim inating  them . W ax is easily c u t and  
it  is possib le  to  see w h a t h as  hap p en ed  inside th e  
casting. A  shrinkage cavity  can  be m ade  visible o r, 
if w ax o f  a d ifferen t co lo u r fro m  th e  p a ren t w ax 
has been fed in to  it, th e  pupils can  see w here there  
w ould  h ave  been a  hole. (O rd inary  lam p  b lack  is 
a  good dye fo r w ax.) W ax consisting  o f  70 p e r  cent, 
o f paraffin  w ax an d  30 p e r  cent, o f  stearic acid  is 
very  su itab le  and  has ab o u t th e  sam e shrinkage 
value as steel. T h e  best casting  tem p era tu re  is 
68 deg. C ., w hich m eans th a t ven ting  p rob lem s do 
n o t arise. T he  m ou lds m ay  be o f p la s te r o f  P aris  
o r  o f  m eta l, p re fe rab ly  th e  la tte r , and  p re fe rab ly  
a lum in ium  because  o f  its  h igh  specific heat.

O ne difficulty in  d em onstra ting  w ith  w ax is th e  
slow  speed o f  solidification, b u t if th e  sections used 
a re  n o t m ore  th an  •£ in. th ick  and  $ ie  m ou ld  is o f  
a lum in ium , solidification can  be com plete  an d  the 
casting  taken  o u t o f the  m ou ld  w ith in  the n o rm al 
period  o f  a tten d an ce  in the w orkshop . I f  a  m ou ld  
is m ade  w ith p la te  glass rep lacing  the  a lum in ium  o n  
one face, the pup ils  can  w atch  th e  freezing  process; 
they  w ill see the  g row th  o f  th e  crystals an d  th e
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freezing o f  the various sections in  th e  o rd e r o f th e ir 
th ickness, an d  they m ay  also see the  fo rm a tio n  o f  a  
sh rinkage cavity . T h e  pouring  o f a  co red  casting  
shou ld  p resen t no  difficulty. T h e  fac t th a t a  tube  
o f  glass o r  o th e r im perm eable  m ateria l is used  fo r  
the co re  em phasises th a t th e  co re  and  the m ou ld  
are qu ite  separa te .

T he m ak ing  o f a  m ould  a n d  casting  offers m an y  
oppo rtu n ities  fo r  show ing  pupils th e  unnecessary  
w ork  th a t they  a n d  o thers  o ften  give them selves an d  
how  th is  can  increase substan tia lly  th e  tim e requ ired  
to  m ake an  article. T h e  fac t th a t one p erso n  c o m 
pletes a  jo b  o r  task  in less tim e th a n  a n o th e r  does 
n o t necessarily  m ean  th a t he  h as w orked  h a rd e r; th e  
difference m ay  be w holly  o r p artly  due  to  the e lim i
n a tio n  o f  needless w ork . A n econom y o f effo rt is 
usually  an  econom y o f tim e.

Blast-furnace Research among O.E.E.C. 
Countries to be Pooled

F o r  the first tim e, several coun tries o f  W estern  
E u ro p e  w ill sh a re  bo th  the expense a n d  the results 
o f  setting  up large experim ental industria l un its fo r 
research  on a  new process fo r p ig-iron  p roduction . 
A s a resu lt o f the in itia tive tak en  by th e  C ouncil o f 
th e  O rgan isa tion  fo r  E u ro p ean  E conom ic  C o-opera
tion , in terested  coun tries w ill u ndertake , on  a co 
opera tive  basis, the opera tion  o f  tw o new  blast 
furnaces, a t  Liège in  Belgium  and  O berh au sen  in 
G erm any , respectively.

T h e  genera l technical d irection  o f the tria ls  a t 
th e  new  b last fu rnaces w ill be und ertak en  b y  a 
G o v ern in g  B oard  com pris ing .rep resen ta tives o f  all 
con trac ting  coun tries. S im ilarly , th e  adm in istra tive  
and  financial m anagem ent w ill be und ertak en  by 
in te rn a tio n a l m anag ing  bodies.

T h e  new  b las t fu rnaces w ill be o f  th e  low -shaft 
type, em ploying a  to n n ag e  oxygen b las t in  th e  
m anu fac tu re  o f  p ig-iron , fo r exam ple fro m  low- 
g rad e  o r  pow dery  o res , fro m  ores o f  h igh su lp h u r 
co n ten t— yield ing su lp h u r-free  p ig-iron— using  sm all 
coke  an d  m echanically  w eak coke, raw  coal, o r  
lignite.

W o rk  on  th is  p ro ject has been  carried  o u t by a 
special body set up by the  O .E .E .C . du ring  las t yea r; 
th e  se tting  up  o f  th e  fu rn aces w as recom m ended  
by the recen tly -constitu ted  O .E .E .C . com m ittee  fo r 
scientific a n d  technical m atters.

A u stria , Belgium , F rance , G erm any , G reece, 
Ita ly  a n d  th e  N eth erlan d s h ave  a lready  ind icated  
the ir in ten tion  to  jo in  in th e  schem e, an d  it is h oped  
th a t o th e r  m em ber coun tries  w ill a lso  take  part. 
T h e  U n ited  K ingdom , w ith o u t a t  the m o m en t en te r
ing in to  th e  schem e as a  co n trac tin g  p arty , w ill 
m ake a  f in a n ç a !  c o n tr ib u tio n  as a  goodw ill gesture. 
L u xem burg  and  C a n a d a  a re  also considering  c o n 
tr ib u tin g  to  th e  schem e.

P o w e r  c u t s  during the winter months cost between 
£8,000,000 and £ 10,000,000 in industrial production, 
■some of it in dollar goods, according to the Minister 
■of Fuel and Power.

Mr. A. Jackson, in a long article on ingot moulds in 
the Journal of the iron and Steel Institute, states in his 
conclusions that the introduction of the taper-top 
mould, designed to overcome certain types of failure 
in the open-top mould, resulted in a decrease in mould 
consumption from 17.5 to 14.6 lb. per ton. Similarly, 
a new and heavier design of bottom plate produced a  
rather striking fall in bottom-plate consumption from
15.1 to 4.0 lb. per ton.

Using taper-top moulds at a temperature of about 
50 deg. C., and with other conditions as uniform as 
practicable, decreasing the tap-to-strip time from 127 
to 44 min. decreased the mould consumption, with the 
usual method of failure, from 18.2 to 9.6 lb. per ton. 
If the moulds were allowed to cool for at least 36 hr. 
between heats, being used each time at atmospheric 
temperature, their life was reduced by about 10 per
cent. with both long and short tap-to-strip times. 
Moulds with the long tap-to-strip time required about 
45 per cent, longer cooling time than those with the 
short, to fall to the same temperature (about 50 deg. 
C.); it is obvious that a constant tap-to-tap period for 
re-use does not mean constancy of operational condi
tions in practice.

Causes of Failure
Basically, in all tests, failure was normally caused 

by a* horizontal crack on the broad side of the mould, 
frequently accompanied by a vertical crack growing 
downwards from the centre, but there was a funda
mental difference in the type of crazing that developed. 
With the long tap-to-strip times, the crazy pattbrnwas 
of small mesh and the markings were depressions. 
Rapid stripping, however, produced a very coarse mesh 
of projections, each subdivided by a fine crack. From 
some part of this pattern major failure started.

A few moulds failed prematurely owing to vertical 
cracks on the narrow side, and it is tentatively sug
gested that this type of failure has its origin outside the 
sphere of the user.

Other Factors
Neither order of teeming nor chemical composition 

within the limits shown, appear to have any important 
effect on mould life. There are indications that, had 
both sides of the first mould of each heat been “ cold.” 
then life would have been increased with rapid 
stripping.

The defective specimens produced in the plate 
mills from these trial casts were segregated from the 
general run and analysed in an endeavour to relate 
their number to mould life. For comparison they were 
placed into groups representing each quarter of the 
normal life. Examination of the figures failed to show 
any increase in the number of defective specimens 
with increasing mould life.

In the past it has been suggested frequently that 
it is necessary to scrap moulds because their worn 
inner surfaces produced increased numbers of 
defective steel specimens, and this was a reason for 
short mould lives. The figures shown here indicate 
that mould life by itself does not give a  comparative 
indication of the state of the inside surface, e.g., a 
mould which has a 'long  tap-to-strip time with a life 
of 100 will have a much worse inner surface after 70 
lives than a  rapidly stripped mould after 120 lives.

T h e  B r it is h  T h o m s o n -H o u st o n  C o m pa n y , L im it e d . 
is to take over a former Ministry of Supply depot at 
West Chirton, North Shields, and convert it into a 
factory for making aero accessories,
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Intricate Caslings from  a Durable Loam  
M ould*
B y J. Currie

Durable loam m oulds are those which can be used over and over again, some m inor repairs and 
patching being all that is required fo r  each succeeding cast. The first part o f this Paper, printed last 
week, described the preliminaries to  the moulding o f a large evaporator body weighing nearly 7  tons 
and gave details o f the foundry construction o f the m ould  up to the building o f the top section. 
This second part carries the job to completion, giving inform ation as to drying, assembly and pouring. 
Finally, there is a section on the treatm ent o f the m ould  preparatory to  its re-use.

(Continued from  page 388.)
Method of Binding Sections Together

As each p art o f the m ould was built up, cast-iron 
packing pieces were wedged into the 1 to 11 in. 
space left between the bolting lugs o f  the three 
sections of the lifting plates and building rings. 
Com m encing with the three sections of the first 
building ring, a  cast-iron fishplate, o f  sufficient 
length to  include the lug of the plate section directly 
underneath, was hung vertically from  each o f the 
six lugs.

A  mild-steel bo lt 18 in. long by 1 in. dia. was 
then passed horizontally through the slotted holes 
in  each pair o f fishplates to fasten the sections 
together. T he fishplates, 10 in. long, including a 
1 in. deep toe a t one end, were 6 in. broad by 1|  in. 
thick, having a thicker central part 4 in. by 3£ in. 
by i  in. surrounding the slotted central hole. A lto
gether 42 fishplates and 21 bolts were required to 
fasten the three vertical sections together.

Preparing the Top Plate
A start was now  m ade tow ard the building of 

the 5 ft. in. dia. lightening core on the top plate, 
this plate being first set level on stools above the 
spindle seat a t  floor level. A 2 \  in. dia. spindle 
was then fitted and the spindle arm  and sweep set, 
afte r which m easurem ents were taken for the 
gratings required to carry  the loam  and brick
work. Those were then m arked off and cast, with 
dabbers and lifters o f suitable length, in an open- 
sand mould.

Since it was intended that this p a rt o f the mould 
be also used again, the two 8^-in. deep parts o f the 
lightening core were m ade so that they could be

* A P a p e r  read  before th e  Sco ttish  b ranch  of th e  In s ti tu te  
o f B ritish  Foundrym cn . The A uthor is in  charge  of th e  
C a th c a rt foundries of G. & J .  W eir, L im ited.

Fig. 14.— Section through Top Plate showing the 
position o f Gratings.

detached before the top plate was lifted off, after 
the job was cast. T he loose parts were afterwards 
recovered and placed back in position on the top 
plate. The p art section view o f the com pleted 
plate, shown in Fig. 14, illustrates the position of 
the gratings; the circular grating (a) supporting 
the central portion, including tha t p art form ing the 
vapour ou tlet (E), blown-down (F), and the cleaning 
door (g). T he grating shown a t (b) for easy handling 
was cast in four parts and carried the loam on the 
joint and top-flange face, while two gratings as (c) 
supported the deep parts o f the lightening core 
(D-D).

Fig. 15 shows the top  plate finished ready for the 
stove, this prelim inary drying a t 400 to 450 dcg. F. 
(205 to 230 deg. C.) fo r 12 hrs. was necessary to  
stiffen the loam  before the next operation. All the 
lifters from  the gratings which appeared through 
certain o f  the holes in the top  plate w ere toggled up 
before it was taken to the stove. Seven risers were 
taken from  the top  flange, m easuring 3£ in. dia. a t 
the root and widening o u t sharply to  6 in. dia. a t 
the top, also two risers 2 in. dia. were taken from  
the vapour outlet and cleaning door respectively.

Location Marks
To locate the top plate correctly and have its bolt

ing lugs directly over the lugs on the bottom  plate, 
four location m arks w ere m ade on it. Those m arks 
were made in the usual m anner by first drawing

F ig . 15.— Top Plate with Lightening Core Built-up.



420 FOUNDRY TRADE JOURNAL APRIL 19, 1951

F ig . 17.— Top Part o f the Mould removed for Core 
Placing.

F ic .  19.— Dome Part o f Main Core showing the 
Vapour Outlet Part huilt into position.

F ig . 16.— Top or Fourth Joint and Top Part finished 
ready for next Operation.

a large circle on the joint face, taking a centre 
between the main turnover lugs and using the size- 
stick as a  straight edge, m arking a diam eter from  
this centre. The other diam eter was m arked off 
by using tram m els on  the circle. Two m arks dia
m etrically opposite each other were also m arked off 
on the top joint o f the m oulds, other location m arks 
being made on the ou ter wall o f the vertical sections 
at the first, second and third horizontal joints.

Finishing the Mould
Preparation was now made fo r the finishing of 

the top  section of the m ould, the spindle and board 
being taken out and a p latform  rigged inside. A ll the 
loose-pattern parts were then draw n, those includ
ing the vapour outlet, blow-down and cleaning door 
parts. Fillets were cu t where required, all cracks 
were filled up with loam , the whole roughed up, 
blacked and then finished (Fig. 16).

Picking up the Top Section of the Mould
The top plate was taken from  the stove in  which 

it had  been placed the previous night, turned over 
and located in position on the m ould. H ook bolts

6 in. long by |  in. dia. were then passed through the 
holes left clear on the plate, hooked round the eye 
of the lifters, on the top section o f the m ould, then 
tightened up on fishplates placed across the holes.

With the top section of the m ould now attached 
to it, the plate was lifted up and placed on stools 
on  the foundry floor. T he two drawbacks, built on 
top  of the steam box and m ain door print, were now 
lifted off and placed in a stove to dry, all the loose 
pattern  parts being drawn, the whole dressed, blacked 
and finished ready fo r drying. Fig. 17 shows this 
part o f the mould completed, the two inlets in. 
by 1 in. leading from  the downgates to  the m ould 
cavity, and also shows the m ethod of binding the 
vertical sections together.

Drying the Mould
Since it was intended to dry this mould in situ , 

firebricks were built up on a light cast-iron plate, 
to form  a box-shaped baffle 26 in. by 26 in. by 28 in. 
deep approxim ately, having a  series o f openings 
4)- in. by 1+ in. left between the bricks. T he baffle 
was placed on 4 in. stools a t the centre o f the main 
core-print on the bottom  of the m ould, the top 
plate, w ith the top  p art o f the mould still attached.

F ig . Part o f the Main Core.
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then being lifted and located correctly to close the 
mould.

N ext, a 60 in. long by 9 in. bore mild-steel pipe was 
dropped through the 10 in. dia. central hole in the 
to p  plate, to  hang suspended from  a  flange a t one 
end of the pipe, the portable dryer being placed over 
the hole and set ready fo r firing. Careful control 
was m aintained over the drying o f the m ould by 
rigging up a tem perature recorder and  inserting the 
therm ocouple through a hole in  the brickwork. The 
following cycle was found to  give optim um  results 
for both the dry sand and loam m oulds: —

24 hours a t 450 deg. F . (230 deg. C.)
24 „ „ 550 deg. F.
24 „ „ 600 deg. F. and finally,
20 „ „ 700 deg. F.

Total drying tim e= 9 2  hours.
This drying tim e was cut down considerably on 
subsequent loam moulds— 30 hours being saved.

Making the Cores
Perm anent beds were provided for the continuous 

production o f m ain cores, swept up  in loam, for

evaporator bodies produced from  dry-sand moulds. 
The cores for the loam  m ould were therefore in
cluded in this production cycle and perm itted the 
mould and cores to be produced a t the sam e time. 
The m ain core was built in two parts, the bottom  
part 5 ft. 1 \  in. in height and the top  or dom e part 
2 ft. 2 in.— total height 7 ft. 9 i  in., including 4 in. 
for the prin t and 1 in. approxim ately for contrac
tion. Gratings were cast in open moulds for the 
two parts o f this core, the m ain grating for the 
bottom  part having three mild-steel lifters.

Parting sand was dusted on one of the core beds, 
a layer of loam was spread on and the m ain grating 
fo r the bottom  part bedded down, central to the 
2 \  in. spindle. T he board was then set on the 
spindle arm  to sweep the core to  the required d ia
meters. This core was built having a 9 in. wall, 
using soft brick, w ith an occasional loam  brick built 
in to weaken the core against contraction. As the 
core was built up, a seat was swept fo r the internal 
ring 3 |  in. broad by 1 in. deep, situated 1 5 | in. 
above the core bed, an d  fo r the internal bracket 
6 in. broad at its centre by 1-} in. deep, 2 6 i in. 
above the core bed.

A  grating was made to carry the loam  above this 
bracket, and a stiffener grating was included in the 
building just before the last row o f bricks was put

F ig . 21.— Mould partly Cored-up. showing the position F ig . 23.— Top Part of the Mould closed and Top 
o f Vapour-outlet Core. , Plate removed.
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Fig. 24.— Larger Mould being made ready for Casting.
Note the Runner Box and Flow-off Riser.

on. In  Fig. 18 this core is shown fully built up, 
having a recess cut in the jo in t to  retain the stam p
ing loam  placed in it when the dome part was 
placed on during coring up.

Fig. 19 gives a  view o f the dom e part of the 
m ain core, which shows the bottom  p art o f the 
vapour-outlet pattern in position. This core and 
the m ain door core (Fig. 20) were m ade entirely of 
loam  brick. F our steel lifters in. dia. were p ro
vided fo r lifting the latter core to and from  the 
drying stove and two lifters 1 in. dia. for lifting this 
core when it was turned on end.

The end part of the grating was also used to give 
a balanced lift. A  corebox and strickle was pro
vided fo r the vapour-outlet core, and this core, 
which was split a t the 17 in. dia. part form ing the 
opening a t the top o f the casting, was also m ade in 
loam. Coreboxes were provided for the other 
cores required, which were made in oil-sand in the 
usual manner.

Coring-up and Closing
A t the sta rt o f the coring-up, two small cores were 

located in the lower part o f the m ould to  form  
regulator and hinge brackets and these were fol
lowed by the steam -inlet branch core, set in  its 
prin t and held firmly in position by four J  in. chap
lets. T he steam and drainbox cores were next 
located position and these cores were made 
secure by being tied back to the m ain building. All 
vents were m ade secure as the coring-up proceeded. 
U nion screws on the three legs o f a four-legged 
chain served to lift the bottom  part o f the m ain 
core from  the stove carriage, and this core was now 
placed in its prin t in the bottom  part of the m ould, 
the vertical line on it being held true to the centre 
line on the m ould.

C areful levelling and centring of this core in 
the mould ensured that it could be located correctly 
a t the first attem pt, thus avoiding any breakage to 
either core o r  m ould by repeat attem pts. A t this 
point, one end of a length o f twin flex wire was 
uncovered and  inserted into the m ould cavity just 
under the position o f the m ain-door core. The F ig . 25.— Mould ready for Casting.

other end was then connected to a  simple lighting 
arrangem ent which was placed in full view. When 
pouring, the m etal reaching this point com pleted the 
circuit and the light going on indicated that the 
m etal had  reached the required level to allow two 
dropgate plugs to  be lifted.

The m ain-door core was turned on end on a 
sand bed, and four union screws served to  lift this 
core as required, plum b at the ends but slightly off 
plumb a t the clip o r fron t part. This core was now 
centred over its position in  the m ould  and lowered 
to within 1 in. approxim ately of its seating, when it 
was pushed hard  against the m ain core. Since it was 
off centre, the bottom  p art m ade contact w ith the 
m ain core first, and on touching the print, fell 
slightly forw ard a t the top, to ensure a snug fit all 
round.

Certain of the bricks around the back of the print 
for this core had been taken out, the space left 
serving as hand-holes through which the joint 
around  the core was seamed up securely with loam. 
T he rest o f the space was left to allow the gases to 
escape to the atm osphere.

Stamping-up
Stamping loam was now pu t into the recess on 

the joint of the bottom  p art o f  the m ain core, and 
the dom e part was then placed on, butting hard 
against the clip of the m ain-door core, the wall o f the 
vapour outlet lining up with its counterpart
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F ig . 26.— One of the Top Sections stripped from the 
Casting.

on the mould. W hen locating the coil-drain core in 
position on three £ in. chaplets, the vent from  it 
was taken through to the drain-box core, 14 in. 
chaplets being placed on top of the cores at that 
part and the draw back placed on, to hold them 
firmly in position.

T he draw back a t the door was then located and 
bo th  seamed up  with loam. The four sm all cores 
located a t the joint o f  the m ould w ere meantime 
fixed in position, butting hard  against the m ain core 
and those were followed by the vapour-outlet core. 
Located as shown in Fig. 21, this core was set on 
six 14 in. chaplets and held firmly in position with 
one 14 in. chaplet a t each end of the side walls.

As can be seen, the top  section of the mould 
had  previously been tried on, and afte r drying the 
loam stam p around the core-prints and the draw
backs, this p art (Fig. 22) was finally positioned to 
the location m arks. Eleven hook bolts, holding 
the top plate to the top  section of the m ould, were 
now  loosened and taken out, the top plates were 
lifted off, and the 17-in. dia. loose p art o f the vapour- 
outlet core was fixed before placing on stools on the 
foundry floor.

To com plete the coring-up, two cores forming 
the blow-down and the cleaning door were now 
fixed in position, a loam stam p was placed on the 
vapour outlet co re at the po in t where the 17 in. dia. 
part would meet it, and the plate then tried on to 
ascertain the metal thickness on top of the dome and 
other cores (Fig. 23). Chaplets were then placed 
where necessary before locating the top plate to 
close the mould.

Final Preparations
Six fishplates still rem ained, and these were hung 

vertically from  the six lugs of the grating above the 
third joint to include the six lugs of the building 
ring directly below this joint. A  mild-steel bolt 
was then passed horizontally through the slotted 
holes of each pair o f fishplates and tightened up 
to  com plete the binding o f the vertical sections. 
Finally, ten 14 in. dia. mild-steel bolts 10 ft. long 
w ere placed in the bolting lugs o f the top and 
bottom  plates and tightened up to bind the hori
zontal sections together.

Runner Box
A special plate, having prods 12 in. long around 

its outer edge, was cast 2 in. thick. This plate was 
shaped to accom m odate the two downgates and 
dropgates, and provide fo r  two pouring basins, 
having a connecting runner between. Cast-iron 
boxes 12 in. by 12 in. by 6 in. deep were bolted 
to the underside of the plate, central to each of the 
holes for the gates. These boxes raised the runner 
box above any obstruction on the top plate. M ade 
up with bricks and loam  and having been placed 
in a stove to dry, this runner box was now  located, 
the gates on it extending through the box parts to 
line up with the gates on the m ould, with a loam 
stamp between to  seal the joint.

Six risers from  the top flange, and two central 
risers, were made up to  6 in. above the top plate. 
The rem aining riser from  the flange was allowed to 
flow off at 3 in. into a prepared bed.

Fig. 24 shows one o f the larger m oulds being 
made ready to cast, both the runner box and the 
flow-off can be seen in this illustration. Fig. 25 
shows the prepared m ould, with two binding bars, 
used as weights, placed at right angles to the 
runner box, also a mild-steel bloom placed parallel 
to it. Packing was placed from  the centre o f the 
top plate, and from  the runner box to the binding 
bars, and wedged tight.

The total weight placed on the top was 4 tons 
10 cwt. Two ladles were used to pour, one contain
ing 6 tons: 10 cwt. and* the o ther 2 tons 10 cwt. of

F ig . 27.— One of the Mid-sections stripped from the 
Casting.
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Stripping the Casting
W ithin two hours of pouring, the weights had 

been removed, all binding bolts slackened, and the 
gratings at the main door and dome parts broken. 
On the following day all the binding bolts, except 
a few a t the m id-part o f the m ould, were removed 
and stacked away. T he hook bolts holding the top 
sections of the m ould and the loose parts o f the 
lightening core to the top plate w ere taken off and 
the top plate eased up and placed on 3-in. packing 
pieces.

Two days later, the w ork of stripping the casting 
com menced, the top  plate was taken off, to be fol
lowed by the loose parts o f the lightening core. 
Those were followed in tu rn  by the top  sections 
(Fig. 26) and then the mid section of the mould

F ig . 29.—Re-assembly ; View o f the Bottom Section 
below the Main-door Position.

F ig . 30.—Re-assembling one o f the Larger Evaporator 
Bodies. The First Part replaced in position was 
the Distance-piece which increased the Length 
between the First and Second Joints.

(Fig. 27)—and finally the bottom  sections were 
removed. T he tim e taken by three labourers to  
strip the casting was 9 hours, this tim e com paring 
favourably with the knock-out of evaporator bodies 
o f similar size, m oulded in dry-sand.

Re-assembly
A fter the casting had been removed, the foun

dation was cleared of all facing loam  still adher
ing to it, and the spindle with the sweep still attached 
then fitted into the spindle seat. Fresh loam was ap
plied to the foundation and the sweep was rotated to 
again form  the seats for the m ain core, bottom  
flange and first horizontal joints. H aving m arked 
off a diam eter directly underneath and central with 
the m ain-door position (Fig. 28) a triangle tem 
plate was set as shown to locate the downgates in  
correct position and ■ from  these the inlets gates 
were also located. The spindle and sweep for 
the foundation was now rem oved and was replaced 
by the spindle and m ain sweep for the vertical wall 
o r cope.

■Fig . 28.— Setting o f hdets and Downgates by means of 
a Template.

metal. The pouring tem peratures recorded were 
1,280 deg. C. and 1,360 deg. C. respectively. The 
com position of the m etal was:—TC, 3.30; Si, 1.75; 
M n, 1.00; P , 0.20 per cent.; and S, 0.10 (max.).

Pouring
A plug was placed on each of the gates just 

before pouring was commenced, and pouring from  
the larger ladle, the basins were allowed to fill 
before the downgate plugs were removed. A llow
ing the larger ladle to do the bulk of the pouring, 
the hot m etal from  the sm aller ladle was next poured 
into the other basin. W hen the m etal w ithin the 
mould m ade contact with the uncovered ends of the 
twin flex wire inserted under the m ain door core, 
the light flashed on to  indicate tha t it was safe to 
remove the plugs from  the dropgates. This was 
done and pouring continued until the m etal began 
to overflow at the flow-off riser, when the runner 
box was allowed to em pty itself.

Approxim ately 8 tons 5 cwt. o f m etal was re 
quired to cast and this left a safety m argin of 
15 cwt. in the smaller ladle. Details o f the casting 
time w e re :— First plugs up after 20 sec.; second

plugs up after 55 sec.; cast up, 116 sec. The actual 
running time was th e re fo re :— 116 -  20 = 96 sec.
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W hat now followed was merely a repeat of the 
original operations, except that, whereas originally 
each section required to be located and built up, the 
completely built sections were now located, as 
shown in Fig. 29. Since external location m arks 
are apt to be destroyed, it was found tha t the down- 
gate pipes, in conjunction with the main sweep, 
were the better media for locating the sections. 
Fig. 30 fully illustrates this in showing one of the 
d istance pieces for the larger m ould being located.

Comparison of Moulding Time 
Loain and Dry-sand

T he true value of this particu lar m ethod of 
m oulding can hardly be assessed w ithout a com 
parison being m ade with other methods. In  com 
paring it with the tim e taken to produce a  m ould 
from  a  sim ilar evaporator body pattern  ram m ed in 
dry-sand, the time taken fo r the original m ould was 
180 per cent, greater; the tim e fo r the second 
m ould (re-assembled) was 53.2 per cent, greater; 
and the tim e fo r the th ird  m ould (re-assembled) 
was 12.44 per cent, greater.

If  the 30 hours saved in the drying of the re
assembled loam  moulds is taken into consideration, 
then the tim e fo r the full operation com pares 
favourably with the dry-sand mould.

In  conclusion, the A uthor desires to thank the 
directors and foundry m anagem ent o f G. & J. 
W eir, Limited, for permission to publish this Paper, 
also his colleagues and staff for help generously 
given.

Restoration o f Price Controls
The Central Price Regulation Committee has now 

reviewed most of the price controls over consumer 
goods (other than food) which have been removed since 
1945. Announcing this in the House of Commons, Mr. 
Harold Wilson. President of the Board of Trade, said 
that the committee had reported that, in general, price 
increases since decontrol had not been excessive having 
regard to rises in raw material prices and other costs.

In the case of certain classes of goods, however, it 
had reached the conclusion, after consideration of all 
the circumstances, that it would be necessary in the 
.near future to reintroduce price control either on a 
statutory or on a voluntary basis. He was now taking 
steps to give effect to the recommendations.

Among the classes of goods in respect of which the 
committee had recommended that price control either 
on a statutory or on a voluntary basis should be intro
duced w ere:—Domestic hollow-ware made of alu
minium, copper, brass, plated and stainless steel; hard
ware and ironmongery (including cutlery, spoons and 
forks, brooms and brushes) and other articles not nor
mally fitted by trade craftsmen.

Discussions were now taking place or would shortly 
commence with the trade concerned as to the most 
suitable form of control in. each case.

ing; while the serious effects of low permeability are 
avoided by limiting the thickness of the core or mould to 
about i  in.

The general conclusion is reached that urea- and 
phenol-formaldehyde resins, on account of their useful 
characteristics and especially of their versatility, can be 
expected to play an increasingly large and important 
part in the foundry industry.

Synthetic Resins as Foundry Sand 
Binders

Synthetic resins as foundry sand binders will be dis
cussed in a paper by Mr. P. G. Pentz on June 12 at a 
convention which is to .be held concurrently with the 
British Plastics Exhibition at Olympia, London, from 
June 6 to 16, 1951.

The convention is being organised by a committee on 
which are represented the British Plastics Federation, the 
Plastics Institute, the Polymer Group of the Society of 
the Chemical Industry and “ British Plastics,” which is 
sponsoring the whole exhibition and convention.

The following is a synopsis of his lecture: —
Thermosetting resins, especially phenol-, urea-, and 

melamine-formaldehyde resins, have recently come into 
large-scale use as binders for foundry core sands, and 
promise certain advantages in moulding sands also. The 
factors controlling the performance of these resins as 
corebinders are examined individually. These deter
minants include grain-shape and grain-size distribution 
in the sand itself; amount of clay present; moisture con
tent; type and proportion of cereal or similar green- 
bond agent; particular type of resin used; lubricant or 
release-agent employed; sand-mixing methods and equip
ment; ramming density and core-production process 
(whether by hand or by machines, such as blowers and 
extruders); method of hardening the cores (by acid cata
lysis at shop temperature, by di-electric heating, or in 
conventional ovens); design of the casting; and the type 
of metal cast.

It is claimed that, by suitable choice of sand, green- 
bond agent, resin, moisture content and lubricant, to
gether with appropriate adjustment, in some cases, of 
baking conditions, resin-bonded sands can be produced 
with all the properties essential to satisfactory operation 
under normal foundry conditions, together with certain 
new and characteristic advantages.

These advantages, some of which vary with the type 
of resin used, include better bench-life, faster baking (an 
average saving of 50 per cent, in baking time), lower 
fuel consumption, less core breakage, less gas evolution 
during casting, less smoke and fumes, easier knockout, 
improved casting finish and lower fettling costs. Details 
are given of resin-sand formulations that have been 
adopted for regular use in foundries producing ferrous 
and non-ferrous castings.

The use of aqueous or alcoholic solutions of phenol- 
formaldehyde resins as core sprays, either alone or as 
media for refractory coatings, produces an extremely 
hard water-resistant shell or skin on the baked core. 
Advantages of this technique are improved casting 
finish and easier knockout, at lower costs; it is applicable 
in steel, grey and malleable iron, non-ferrous and even 
in light-alloy castings.

The same resin spray technique is applied to synthetic 
sand moulds (or mould facings) in the green state. After 
air-drying, torch-drying, or preferably oven-drying the 
mould surface is improved, moisture resistance is in
creased, mould /metal reaction is minimized, veining is 
reduced or eliminated, and casting finish is improved. 
The formulation of special mould dressings based on 
synthetic resins and containing refractory materials or 
other desired ingredients is suggested as a logical deve
lopment.

As an extreme case of the shell core or mould tech
nique, the “ C ” process is discussed. This process, 
which has not yet been adopted on a large scale, might 
revolutionise foundry sand technology. By using ex
tremely fine sand, advantages are obtained in smoothness 
of finish, excellence of definition and accuracy of cast- 

(Concluded at foot of column one)
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Notes from the Branches
M iddlesbrough

On March 9 an interesting lecture was given at a 
meeting of the Middlesbrough branch of the Institute 
of British Foundrymen by Mr. N. Croft of Lloyds 
(Burton), Limited, on the subject “ Producing Ductile 
Cast Iron.” There was an exceedingly good attendance 
and it was very evident that the subject chosen had 
aroused a great deal of interest.

M r. J o h n s o n , branch president, introduced Mr. Croft, 
saying that most of the audience would realise that the 
lecturer was a recognised authority on ductile iron 
and that his firm was one of the few who produced 
this kind of cast iron commercially. Mr. Croft gave 
an illuminating talk, the gist of which has already 
appeared in the technical Press. Some interesting 
theories about this new material were put forward 
and a description was given of many articles for which 
it was specially suited. The lecturer paid tribute to 
the refined pig-iron producers who by their co-operation 
had provided the type of raw material which was essen
tial to the production of this new cast iron. After much 
research and experiment these pig and refined irons 
were being supplied with the required consistency. One 
of the most important factors for the production of 
this kind of iron was to have raw material of the correct 
analysis. Very stringent laboratory tests, too, were 
responsible for a good finished product.

After the lecture, the president asked Mr. Croft what 
the respective costs of ductile cast iron and steel were. 
M r . C r o f t  said that the cost of melting was approxi
mately the same but the savings were made on moulding 
and fettling. The subsequent saving by the consumer 
on machining, due to the closer casting tolerances, was 
quite appreciable. Answering a question as to the 
use of scrap, Mr. Croft said that returned scrap was 
used but no outside scrap was brought in for the pro
duction of this type of iron as it raised too many 
difficulties in composition. He also said a separate 
cupola was desirable but not essential, provided that 
the producers ensured efficient control.

In proposing a vote of thanks, M r . S m it h s o n  said 
that Mr. Croft’s lecture had been exceedingly enjoyable 
except, possibly, for steel founders. He said that the 
lecturers firm was one of the few foundries in the 
country to put the production of this iron on a com
mercial basis, and the branch was extremely grateful 
that he had been able to come North and give the full 
story. He felt that there would now be many Tees-side 
firms who would be experimenting with ductile cast 
iron. ________________

Light Castings Scrap
Shortage of cast iron at the moment has reached 

a very acute stage. Scarcity is widespread and Scottish 
merchants have been receiving urgent requests from 
consumers in the North of England. Stocks arc so 
low that some curtailment of activity in certain branches 
of the light iron castings industry appears inevitable 
within the immediate future. Supplies of such products 
as rainwater pipes, grates, and other items used in the 
construction of houses are being affected, and a 
shortage of some of these, with an adverse result on 
building programmes, is not inconceivable. The situa
tion has materially worsened during the past two weeks, 
and at least one firm in the Falkirk district, making a 
special type of fireplace, has been held up at times 
for raw materials.

Increases of Capital
The following companies are among those which have 

recently announced details of capital increases: —
B R IT IS H  T IN N IN G , G A LV A N IZ IN G  & C A STING  COM

PA N Y , L IM IT E D , Sheffield, increased  by  £2,400, in  £ 1  shares, 
beyond th e  reg is te red  c a p ita l of £100.

DODD E N G IN E E R IN G  COM PANY, L IM IT E D , M an
chester, increased  by £5,000, in  £1  o rd in a ry  shares , beyond 
th e  reg iste red  cap ita l of £9,000.

H . B . ED W A RD S & COM PANY, L IM IT E D , iron , steel, 
bronze m orcliants, etc., of S ou thport, 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.

G W ELO  M A N U FA C T U R IN G  COM PANY, _ L IM IT E D , 
p recision  engineers, e tc ., of A shford (M iddx), increased  by 
£1,000, in  £ 1  o rd in a ry  shares, beyond th e  reg is te red  c ap ita l 
of £1,000.

H A R D Y  M A R T IN  (C O N STR U C TIO N S), L IM IT E D , con
s tru c tio n a l engineors, etc., of K e tte rin g , increased  by £3,000, 
in  £1  o rd in a ry  shares, beyond th e  reg is te red  c ap ita l of £2,000.

JO H N  IN SH A W , L IM IT E D , m a n u fa c tu re rs  of tubes, pipes, 
etc., of E aste rhouse , near G lasgow , increased  by  £17,100, in 
£1  o rd in a ry  shares, beyond th e  reg is te red  c a p ita l of £35,000.

M AY ER, NEW M AN & COM PANY, L IM IT E D , scrap  iron 
a n d  m e ta l m erchan ts, etc., o f London. W.C.2, increased by  
£10.000, in  £1  "  A ”  o rd in a ry  shares , beyond tho  reg is te red  
c a p ita l of £10,000.

M ARSD EN  & S H IE U S , L IM IT E D , eng ineers, etc ., of 
London, 9.W.1, increased  by £4,400, in £1  o rd in a ry  shares , 
bcvond th e  reg iste red  c ap ita l of £600.

P r o d u c t i o n  d e s i g n s  (r e a d i n g ), l i m i t e d , indus
tr ia l  en g in eerin g  designers, etc ., increased  by £1,000, in  £1  
6 per cent. redeem able preference sh ares , beyond tho  reg is te red  
c ap ita l of £1,000.

R E D H B U G H  IR O N  & S T E E L  COM PANY (1936), L IM IT E D , 
G ateshead  (Co. D urham ), increased  b y  £15,000, in 50,050 
preference  an d  99,950 o rd in a ry  sh ares  of £ 1  each , beyond th e  
reg is te red  cap ita l of £60,000.

F R E D  SM IT H  (B A SIN G STO K E), L IM IT E D , eng ineers  and  
a g r ic u ltu ra l im plem ent m akers, e tc ., increased  by £10,000, in 
£ 1  redeem able preference shares , beyond th e  re g is te red  c a p ita l 
of £30.000.

J . STO NE & COM PANY (D E P T F O R D ). L IM IT E D ,
m echan ical, general engineers, etc ., of D eptford , London, 
S.E.14, increased  by £1,399,900, in  £1  o rd in a ry  shares, beyond 
th e  reg is te red  c ap ita l of £100.

J .  ST O N E & C OM PANY (C H A RL TO N ), L IM IT E D ,
m echan ical, general eng ineers, etc ., of C harlton . London, 
S.E.7, increased  by £599,900, in £1  o rd in a ry  shares , boyond 
th e  reg iste red  cap ita l of £100.

STANDARD E N G IN E E R IN G  COM PANY, L IM IT E D .
Leicester, increased  by  £35.000, in £ 1  o rd in a ry  shares , beyond 
tho  reg is te red  cap ita l o f £140,000.

THOM AS H O LT, L IM IT E D , m echan ica l engineers, etc., of 
W hitw orth , R ochdale, increased  by  £43,500, in  8,700 o rd in a ry  
sh ares  of £5, beyond th e  reg is te red  c ap ita l of £106.500.

W O M E RSLEY  & B RO A D B EN T. L IM IT E D  (form erly  C, H . 
B rough ton  (1934), L im ited), ironfoundors. e tc ., of B righouse 
(Y orks.), increased  by  £39.000, in £ 1  o rd in a ry  sha-res, beyond 
th e  reg iste red  cap ita l of £1,000.
fac tu re rs . etc., H orb u ry  Ju n ctio n , n e a r  W akefield, increased 
by £50,000, in  49,152 "  A ”  o rd in a ry  an d  848 sh ares  of £1  each, 
beyond th e  reg is te red  c a p i ta l of £100,000.

M r . R ic h a r d  H. M o r r is , editor of the Chicago 
monthly “ Plant Engineering,” is to address the annual 
conference of the Incorporated Plant Engineers to be 
held at Buxton on May 22 to 24.

Contracts Open
T h e  d a te s  ptoen are  th e  la te s t  on  w h ic h  te n d ers  w ill be 

a cc e p te d . T h e  a d d resse s  a re  th o se  from  w h ic h  fo rm s  o f te n d e r  
m a y  be o b ta in e d . D e ta ils  o f  te n d ers  w ith  th e  r e fe re n c e  B .P .D . 
or C .R .E . can  be o b ta in e d  fro m  th e  C o m m e rc ia l R e la tio n s  a n d  
E x p o r ts  D e p a r tm e n t, B o a rd  o f T ra d e , T h a m e s  H o u se  N o r th . 
\ f i l l b a n k .  L o n d o n . S .IF .l.

CA ISTOR ,' M ay 4—C o n trac t 8—Supp ly ing  an d  la y in g  a b o u t 
11 m iles of 6 in ., 4 in .. and  3 in . d ia . spun-iron m am s, fo r the  
R u ra l D is tric t Council. M r. J .  I I . H aisto , c h a rte red  civil 
eng ineer, 4, Queen Square , Leeds, 4. (D eposit, £3  3s.)

LO N D O N , W „ A pril 30—Supply ing  an d  e rec tin g  w rought - 
iron  ra ilin g s , fo r th e  A cton B orough Council. Tho B orough 
E ng ineer, Town H a ll, Acton, London, W.3.

M O N T EV ID E O , M ay 16—10 g e n e ra tin g  sets  for th e  U sinas 
E lec tricas  y Tclefonos del E stado . Room 1073 (C R E (IB ) 
57452/51).

P O N T Y P R ID D , M ay 7—P rovision  an d  la y in g  of a b o u t 1,100 
yds. of 6 in. d ia . cast-iron  pipes, fo r th e  M id-G lam organ 
W ate r B oard . T he M id-G lam organ W ater B oard  Offices, 
W yndham  S tree t. B ridgend . (D eposit, £2 2s.)

S K IP T O N , A pril 23—Supply and  erection  of ap p rox . 330 yds. 
o f s in g le  lino w rought-iron  tu b in g  fencing, gatos, etc ., fo r 
th e  U rb an  D is tr ic t Council. M r. K. B. R obinson, eng ineer 
a n d  surveyor, Town H a ll, Skipton.

STO KE-O N -TREN T, M ay 2—A pprox. 196 yds. of w rought- 
iron  fencing , 6 f t .  6 in . h ig h ., fo r th e  C ity Council. The C ity  
E ng ineo r an d  Surveyor, Town H all. S toke-on-Trent. 
(D eposit, £1.)
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Scientific Instruments and Apparatus
Physical Society Exhibits of particular interest to the Iron and Steel Industry

t h e  p h y s i c a l  s o c i e t y ’s  35th annual exhibition 
of scientific instrum ents and apparatus held at 
Imperial College, London, last week and the sixth 
to be held since the war, comes a t a tim e when 
both national and international interest is increas
ingly focused on scientific instrum ents and instru
m entation. A wide selection of instrum ents was on 
show. While the emphasis was on tools for physical 
research, the field covered by the exhibits was 
diverse, and the versatility of many instrum ents in 
solving engineering, physical, chemical and m etal
lurgical problem s was clearly dem onstrated. The 
recent trend towards the greater use of electronic 
methods was m aintained, bu t a noticeable feature 
this year was the full collaboration between produc
tion engineers and instrum ent designers to ensure 
the most speedy and economic production of equip
ment. The exhibition was opened by Professor L. 
Bates, D.Sc., F.R.S., president o f the Physical 
Society.

Continuous Measurement
T hree out o f the four exhibits shown by the 

British Iron and Steel Research Association reflected 
the steel industry’s increasing interest in continuous 
m easurem ent of variables in industrial processes. 
The fourth  was of m ore fundam ental interest. Two 
of these exhibits are mentioned below: —

Continuous temperature m easurement in steel- 
m aking.—A  therm ocouple in its protective alumina 
and silica sheath was shown, which had m ade poss
ible continuous records o f the tem perature of steel in 
a side-blown converter. The therm ocouple used 
(Fig. 1) was of the norm al platinum /platinum -13 
per cent, rhodium  type, protected by a composite 
refractory sheath consisting of an outer fused silica

Satrset cement

Alumina twin 
bore insulator
Alumina sheath

Silica sheath

Alumina 
cement'

bmpensatinq 
leads

Connector
Thermocouple
Second brick 
layer
Metal shell

Tuyeres
Inner brick 
layerPt/Pt-13% Rh 

Thermocouple

Metal shell
Roth

Fig. 1.— Continuous Temperature Measurement in 
Steelmaking, showing the Thermocouple Arrange
ment on the Left, and Sections showing the Position 
of the Thermocouple in a Steel Bath (a) Vertical, 
and (b) Plan.

sheath (7 in. by -J- in. by |  in.) into which was in
serted a recrystallised alum ina sheath (6 in. by 4 in. 
by tr in). The intervening space was packed with 
dry alum ina cement and the whole sealed with a 
refractory fire-clay cement, “ Sairset.” T he two 
therm ocouple wires were kept separate by insertion 
in a tw in-bore alum ina insulator, itself inserted 
into the inner sheath and em bedded in position with 
dry alum ina cement. T he refractory sheaths were 
mechanically supported and the heat was m ore 
readily conducted to the therm ocouple by the dry 
refractory packing. D uring the lining o f the vessel, 
the therm ocouple was inserted abou t two-thirds of 
the way down the m etal depth, and abou t 9 in. 
from  the tuyeres. One installation gives read
ings throughout n ine consecutive “ blows ” of 20 
m inutes each, spread over a period of several hours.

M easurem ent o f flame emissivity.— A m ethod was 
dem onstrated fo r deducing the mean flame tem pera
ture and emissivity from  three measurem ents— 
radiation from  the flame, from  the flame backed by 
a standard radiator, and from  a standard source. 
This had been developed in connection with inter
national trials on heat transfer in  progress a t the 
Royal D utch Steelworks, Ijmuiden.

Thickness Measurement
Several examples o f  the various techniques avail

able fo r measuring the thickness o f m aterials o r 
coatings were exhibited. A  m iniature layer-thick- 
ness m eter was shown by Salford Electrical Instru
ments, Limited, which was a pocket-sized magnetic 
gauge for the m easurem ent o f non-ferrous layers 
or films on ferrous bases. An industrial beta-ray 
thickness or weight gauge was dem onstrated by Bald
win Instrum ent Com pany, Limited, of D artford , 
Kent.

Radioactive thickness gauges were also featured 
by E. K. Cole, Limited, of London, and Electronic 
Instrum ents, Limited, of R ichm ond, Surrey, while 
the A rm am ent Research Establishm ent of the 
M inistry of Supply showed a di-electric thickness 
gauge.

For thinner film m easurem ent, the G eneral 
Electric Com pany, Limited, exhibited an  apparatus 
fo r the quick determ ination of m etal films on insu
lating surfaces, e.g., the alum inium  backing on a 
cathode-ray tube screen. T he instrum ent was built 
around a therm ionic oscillator, the frequency of 
which was determ ined partly by the presence o f the 
m etal film.

A meter for measuring the thickness of enamel or 
non-conducting films on non-ferrous m etal bases was 
shown by N ash & Thom pson, Limited, Tolw orth, 
Surrey.

Pocket Spot Test for Metals
The electrographic m ethod o f  spot-testing metals 

was originated by G lazunov in 1929, and has since
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Physical Society E xhib ition

been developed further by other workers. A  very 
small sam ple o f the m etal was taken on to absorbent 
paper electrolytically, by m aking the sample the 
anode in a cell consisting of the sample, absorbent 
paper wetted with a  suitable electrolyte and a 
counter electrode; a distinctive colour was developed 
on the absorbent paper by adding the appropriate 
reagent. On this subject, the apparatus dem onstrated 
by Baird & Tatlock (London), Limited, was a new 
development, designed to be used for qualitative tests 
in the workshop or stores, and was com plete in itself. 
A central spring-loader plunger acted as the 
counter electrode, while the outer stainless steel edge 
com pleted the circuit by connecting to the sample.

Continuous Recording of Creep Strains
The Royal A ircraft Establishm ent, o f the 

M inistry o f Supply (Farnborough, H ants.), dem on
strated a resistance gauge for continuous autom atic 
recording of creep strains. The device utilised a 
new m ethod of measuring creep strains which was 
capable of being used at elevated tem peratures up 
to, say, 900 deg. C. The usual form  of creep exten- 
som eter transm its the strain in the specimen 
through rigid arm s to a measuring device outside 
the creep-test furnace. This measuring device is 
usually an optical lever, but in some cases elec
trical resistance or electrom agnetic devices have 
been used. This type of extensom eter suffers from  
the disadvantage tha t at high tem peratures the rigid 
supporting arm s themselves tend to creep. T he equip
m ent dem onstrated overcam e this difficulty by using 
wire-resistance strain gauges fixed between the ends 
o f  the specimen in the furnace.

Portable Hardness Tester
The “ Penetrascope,” produced by C. Tennant, 

Sons & Com pany, Lim ited, and shown at the exhi
bition, has been developed to fill the need fo r a 
portable hardness testing m achine incorporating the 
136 deg. diam ond indenter principle— well known 
as one of the most accurate m ethods for testing the 
hardness of metals. The instrum ent could be oper
ated in the vertical, horizontal o r any other desired 
position and could always be taken to  the specimen 
to  be tested.

The indenter was operated by a hydraulic thrust 
unit of high accuracy, the load applied being 
instantly variable by the tu rn  of a hand-wheel. 
N either outside power nor changing of weights was 
necessary as the load application hand-wheel was 
operated by finger control. The indentation in the 
m etal being tested was seen through an illuminated 
m icroscope and the width across the diagonals o f 
the indentation was measured.

Micro Abrasion Tester
A micro abrasion and friction tester, dem on

strated by Industrial D istributors (Sales), Limited, 
has been designed to investigate (i) abrasion resist
ance of hard  and brittle materials, (ii) properties of 
abrasives, (iii) influence of lubricants, (iv) friction 
between the abrading wheel and surfaces. The main

parts of the apparatus are a power-driven speed- 
controlled grinding wheel, an adjustable specimen 
holder and a loading arrangem ent. T he specimen 
is fixed at one end of a balance arm , the other end 
of which carries the weight. The balance 
arm  is pivoted in ball-bearing centres which are 
attached to  a  slide-system adjustable in three direc
tions perpendicular to each other. The grinding wheel 
is either a cast-iron disc w ith V-shaped periphery 
provided with diam ond dust o r a sintered carbide 
wheel into which diam ond grain is sintered.

French Government Research
Contributions by three organisations from  

French G overnm ent research were featured at 
South Kensington. T he Office N ational d ’Etudes 
et de Recherches A eronautiques showed, am ong 
other instrum ents, a gas analyser designed fo r 
m easurem ent o f the content o f one of several gases 
in a m ixture. Gases which could be determ ined in
cluded CO, C 0 2, CH< and the m ajority of hydro
carbons. Its principle was based on  the selective 
absorption in the infra-red of gases to be analysed.

T he Rogascope 31 also shown by the  organisa
tion was an electrom agnetic apparatus fo r the 
detection o f cracks or variations in diam eter of 
wire threads.

T he Centre N ational de la Recherche Scientifique 
exhibited various optical instrum ents, including 
phase-contrast oculars fo r fitting to  microscopes 
having ordinary objectives, and an  attachm ent for 
converting an  ordinary m icroscope into a variable 
phase-contrast microscope.

T he Com m issariat h l’Energie A tom ique showed 
equipm ent associated with handling o f  radioactive 
material.

Fatigue Testing
The Engineering Division of the N ational 

Physical Laboratory  have; designed and constructed 
a  m ultiple unit fatigue testing m achine for m iniature 
test-pieces. This m achine is capable of subjecting 
24 test-pieces simultaneously to any desired ranges 
of load within the limits 0 to 15 lb. tension.

Examination of Worn Gear Teeth
D istribution and occurrence of pitting on  the 

surface of gear teeth and am ount of too th  w ear 
m ay be examined in greater detail than  could be 
possible on the gears themselves by the use of a 
replica technique developed by the Parsons and 
M arine Engineering T urbine Research & Develop
m ent Association. Pitting records prepared bvy the 
special technique have been analysed by counting 
the num ber of pits in a convenient length of tooth, 
o r alternatively by measuring their areas. In addi
tion the am ount o f pitting up and down the tooth 
may be obtained.

Accles & Pollock, Limited, showed a stainless 
steel tube, the smallest in the world, with an inside 
diam eter of 0.0017 in. and an outside diam eter of 
0.0005 in. The firm also exhibited samples of B our
don coils, and tubing for medical w ork pyrom eters, 
instrum ent pointers, high-pressure w ork and special 
light-gauge m aterial for bellows. Com posite and 
m ultibore tubing in varying sizes were also shown.
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Industry and the Budget
In i t ia l  Allowances to be suspended

Raising of the distributed profits tax from 30 per cent, 
to 50 per cent, and the addition of 6d. to the income-tax 
rate were the main features of Mr. Gaitskeli’s first 
budget on April 10. He announced also the suspension 
next year of the 40 per cent, initial allowance for income- 
tax and profits-tax purposes on plant and machinery.

There are some purchase tax changes affecting 
branches of the iron and steel industry. Raising of the 
tax on petrol and other light and heavy oils used as road 
fuels by 4}d. per gallon will affect many industries.

The Federation of British Industries, in a statement 
on April 11, said that industry recognised the need 
for savings to finance defence expenditure, but deplored 
the apparent failure of the Government to realise the 
contribution that should have come from the curtail
ment of other forms of Government expenditures. The 
increase in income-tax and in the distributed profits 
tax would mean that the resources of industry would 
be further depleted at the very time when rising price 
levels called for increasing working capital. These 
measures could only operate to discourage capital deve
lopment designed to promote production efficiency, and 
further to lessen the attractiveness of risk-bearing capital, 
the provision of which was so essential to the long-term 
needs of industry.

The National Union of Manufacturers said that the 
further burden proposed by the increase of the standard 
rate of income-tax and in the profits tax on distributed 
profits were unwelcome additions to the already crip
pling load of taxation which industry had to bear. Parti
cularly vexatious was the proposal to suspend the initial 
allowances for depreciation of plant and machinery and 
buildings.

Purchase tax on motor-cars is doubled. The Society 
of Motor Manufacturers and Traders says that while 
the immediate effect will be upon the home market, 
already cut to 80,000 cars for the whole of this year, 
doubling purchase tax will have an adverse effect on 
the export market, particularly for the more expensive 
cars, which must have an adequate home outlet if their 
cost overseas is not to be prohibitive.

Suspension of the 40 per cent, initial allowance for 
income-tax and profits tax purposes on plant and machi
nery, and of 10 per cent, on industrial buildings, mines, 
and oil wells, will have effect from April 6, 1952. Any 
additions to plant or industrial buildings up to April, 
1952, will rank for the initial allowance. After that 
there will not be the benefit of the 40 per cent, allow
ance for concerns on the normal preceding year basis.

In the five years since 1945, the allowance in the 
first year has been 50 per cent., made up of the 40 per 
cent, and the 10 per cent, annual wear and tear allow
ance, with 10 per cent, annually thereafter of the reduc
ing amount. In this way, plant could be said to have 
been approximately written down to or near its scrap 
value in about seven years. There will now be only the 
wear and tear allowance of 10 per cent., which is also 
calculated on the declining total, and which, in broad 
terms, requires about 20 years to reach scrap or near 
scrap value.

Articles on which purchase tax has been doubled— 
from 33} per cent, to 66} per cent.—include, in addi
tion to motor-cars, certain gas and electricity domestic 
appliances, and radio and television sets.

A.rticles now exempt from tax include:—Needles, 
base-metal pins (except hairpins), crochet hooks, and 
thimbles; steel wool, metal pot scourers; coal hods and 
coal scuttles, coal or cinder sieves and sifters, pedal- 
operated sanitary bins; baths, wash tubs; kitchen scale 
and kitchen weighing machines.

Obituary
M r . J o s e p h  G r e ig , who died recently at Hamilton, 

was a director and secretary of the Panther Iron & Steel 
Works which closed down in the early 1930’s.

M r . C e c il  F r e d e r ic k  F a r r in g t o n , proprietor of J .  
Arthur Farrington & Son, iron and steel stockholders, 
of Burslem, Stoke-on-Trent, has died at the age of 52.

M r . A . G .  W e b b , a director and secretary of the 
Bryan Donkin Company, Limited, plant engineers, 
etc., of Chesterfield, and secretary of British Furnaces, 
Limited, has died at the age of 65.

M r s . A l ic e  H u n t e r , mother of Sir Ellis. Hunter, 
president of the British Iron and Steel Federation and 
chairman and managing director of Dorman, Long & 
Company, Limited, has died in her 91st year.

M r . H a r r y  D a v i e s , for 18 years a lecturer in  non- 
ferrous metallurgy at Birmingham Technical College 
and vice-president of the Birmingham Metallurgical 
Society, died on April 9 after a long illness. He was 58.

M r . R o b e r t  N .  S w in n e y ,' formerly chairman of 
Swinney Bros., Limited, ironfounders, of Morpeth 
(Northumberland), who has died at the age of 85, 
retired in 1946 after 60 years’ association with the 
company.

M r . J o h n  T h o m a s  B l a c k e t t , chairman and managing 
director of Blackett, Hutton & Company, Limited, steel- 
founders, of Guisborough (Yorks), who founded the 
company 50 years ago, has died at the age of 87. He 
was active with the company’s affairs until Christmas.

T h e  d e a t h  has taken place at the age of 84 of Mr. 
William Key Billings, former alderman and Lord Mayor 
of Leicester, who from 1902 until his retirement carried 
on his father’s iron foundry, which he first entered 
when he left school. He was a member of Leicester 
City Council for over 30 years and Lord Mayor for 
1933-4.

M r. H. O. B e n n ie , a former managing director of the 
Scottish Machine Tool Corporation, Limited, Glasgow, 
has died at the age of 86. He took over the firm of 
James Bennie & Company, at Polmadie, Glasgow, when 
he was 21, and later founded the firm of James Bennie 
& Sons, Limited, which, in 1937, joined with the Scot
tish Machine Tool Corporation, Limited. Mr. Bennie 
retired in 1949. He was a Whitworth scholar and 
studied at King’s College, London, and was well known 
in shipbuilding engineering circles.

Mr. E d w a r d  H e n r y  W il l ia m  C o o k e , a director of 
Birmingham Small Arms Company, Limited, died 
suddenly on April 6. He was born in Birmingham 
in 1874 and entered the service of Birmingham Gas 
Department as a junior clerk, rising to the position 
of chief accountant in 1914. During the 1914-18 
war he organised the food rationing in the city and 
was awarded the M.B.E. for his services. In 1920 he 
became chief accountant with Metropolitan-Vickers 
Electrical Company, Limited, and later was appointed 
comptroller of Associated Electrical Industries, Limited. 
Mr. Cooke joined the board of Birmingham Small Arms 
Company in 1937 and was appointed managing director 
of the Daimler Company, Limited, in the same year.

Wills
G r e y l i n g , N. D., L ite of Babcock & W ilcox, L im ited  £1,145 
W r i g h t , D r . Hi. R . ,  ch airm a n  an d  m a n a g in g  d irec to r 

of Siemens B ros. & Com pany, L im ited , C ax ton  
E lec tric  D evelopm ents, L im ited , an d  Siemens 
E lec tric  L am ps & Supplies, L im ited , a  d irec to r of 
Subm arine  Cables, L im ited , S t. H elens Cable &
R u b b er Com pany, L im ited , a n d  assoc iated  w ith  
o th e r com panies, who had a  num ber of inventions 
to  hcs cred it, inc lud ing  th e  e lectro -hydrau lic  
sy stem  o f sh ip  s te e rin g  ................................................. £201,3o9
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Raw Material Markets
Iron and Steel

Precariously the provision of basic iron for the melt
ing shops is maintained, but outputs of hematite and 
low- or medium-phosphorus iron are well below normal. 
Stocks of high-grade imported ores are rapidly disap
pearing and some of the blast furnaces are operating 
on slack blast. Inevitably, deliveries to the foundries 
have had to be curtailed, and corisumers have to make 
up their furnace mixtures as best they can. Engineer
ing foundries are operating under the greatest difficulties, 
but common foundry iron supplies are by no means 
abundant, and blast-furnace men are under constant 
pressure to provide more'material for the makers of light 
castings. Refined-iron makers have a substantial 
volume of orders in hand and are still providing small 
tonnages for export.

There is certainly no improvement in the aggregate 
tonnages of steel semis supplied to the re-rolling mills, 
and, in fact, re-rollers entertain lively apprehensions of 
further deterioration. This, it would appear, must be 
the unavoidable consequence of a shrinkage in the pro
duction of steel ingots. Extra tonnages of Continental 
billets, sheet bars, and slabs seem to be unobtainable. 
European producers have only very small surpluses 
available for export and their quoted prices are prohibi
tive. Hence it is a constant struggle for rc-rollers to 
obtain sufficient material to keep the mills in operation, 
and all sorts of defective material and scrap are being 
used to eke out supplies.

The mills are still uncertain as to how far the rearma
ment programme will affect them. The total make of 
steel is unlikely to be as great this year as last, and 
yet the collieries and other large consumers are needing 
more. It is hoped by many consumers that some form 
of priority scheme will be formulated. As it is, one 
order is as good as another. A priority scheme would 
cut out tonnage not being wanted for essential purposes.

The amount of the tonnage of steel which will be re
leased for export is not likely to be very large, in view 
of the pressing demands for the home trade, and the 
gradually increasing requirements for rearmament. This 
is unfortunate, because there is plenty of foreign busi
ness to be obtained, and our prices arc very competitive.

Non-ferrous Metals
There was a spectacular fall in the price of tin last 

week. While from time to time, against the uncertain 
background of international events, erratic movements 
must be anticipated, it looks very much as if tin has 
embarked upon a downward course. There is still 
plenty of room for a fall and no great surprise would 
be occasioned if the forward quotation fell below 
£1,000 during the coming weeks. Consumption in this 
country is well maintained at around 2,000 tons monthly, 
and there does not at present seem to be any reason 
to anticipate any falling off.

Not unnaturally, consumers are covering their require
ments on a hand-to-mouth basis, and last week’s sharp 
setback will naturally make them more cautious still. 
Although the present tin quotation is now well below 
the -peak of over £1,600 which was reached for the 
cash position, consumers are hardly likely to turn at 
all bullish about the prospect for this metal. On the 
contrary, they are likely to bear in mind the fact 
that during the first half of last year tin stood at 
around £600 per ton. It is reasonable to suppose that 
the amount of tin available for market operations has 
increased, thus leading to a  smaller premium for spot 
metal.

Official tin quotations on the London Metal Exchange 
were: —

Cash—Thursday, £1,250 to £1,255; Friday, £1,165 to 
£1,170; Monday, £1,125 to £1,130; Tuesday, £1,125 to 
£1,135; Wednesday, £1,115 to £1,125.

Three Months—Thursday, £1,200 to £1,210;. Friday, 
£1.135 to £1,140; Monday, £1,100 to £1.115; Tuesday, 
£1,115 to £1,120; Wednesday, £1,105 to £1,100.

While it may reasonably be claimed that the price 
of tin is strongly influenced, if not actually fixed, by 
the scale of operations in London, this is not true of 
copper, lead, and zinc, which are based as to the 
sterling price on the U.S. internal quotations. Changes 
there must inevitably lead to alterations in the schedule 
of Ministry of Supply prices in the United Kingdom, 
but we have recently seen that our quotations here 
can move up, even though no appreciation has taken 
place across the Atlantic. A t present these three 
metals arc cheaper in New York than anywhere else, 
and consumers in Britain must pay well over the U.S. 
parity. Copper at £210 is equal to 26} cents, which 
compares with 24} cents domestic in America, while 
lead at £160 is the equivalent of 20 cents, which is 
well over the U.S. parity. The same applies to zinc. 
In regard to these two metals the Ministry of Supply 
is believed to have bought on the world market at 
prices over the New York figure and that doubtless 
accounts for the recent rise.

Scholarships to Aid Productivity
The cost of the 35 post-graduate scholarships which 

are to be awarded this year for the study of tech
nology and management at selected universities or 
technological institutes and in industrial undertakings in 
the United States will be met from funds provided by 
the American Economic Co-operation Administration. 
Announcing this last week, the Ministry of Education 
stated that the aim of the scholarships was to contribute 
to industrial productivity in this country.

The awards, which will normally be tenable for a 
period of one year, will be open to students who hold 
good honours degrees in either pure science or tech
nology, who have had at least two years’ industrial 
experience, and who are now working in industry or 
research associations or are teaching in universities or 
technical colleges. The scholarships will provide for 
tuition fees, books, and travelling expenses in the U.S.A., 
and suitable maintenance allowances. The cost of the 
return passage to the U.S.A. will be met from public 
funds. Successful candidates will be expected to cross 
the Atlantic early next September.

Slower Rise in Industrial Output
Compared with the opening months of last year, 

the rate of increase in industrial production slowed 
down appreciably in January and February last. 
The index number (1946=100) prepared by the 
Central Statistical Office is estimated provisionally at 
141 for January, 1951, compared with a revised figure 
of 139 for December, 1950. Figures for the corres
ponding months last year were 135 for January, 1950, 
and 131 for December, 1949. On the basis of informa
tion so far received the index for all industries for 
February, 1951, is expected to be 146-147.

The provisional figure for January and the early 
estimate for February suggest that the rate of increase 
in these two months over a year earlier was about 5 
per cent, for all industries, compared with the increase 
of 8} per cent, in 1950 over 1949.
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STANTON

Stanton Machine-cast Pig Irons are clean-melting 

and economical in cupola fuel.

All types of castings are covered by the Stanton 

brands of pig iron, including gas and electric fires, 

stoves, radiators, baths, pipes, and enamelled 

products generally ; repetition castings requiring a 

free-running iron, builders' hardware and other 

thin castings. FOUNDRY PIC IRON
O ther grades of Stanton Foundry Pig Iron possess 

the necessary physical properties and strength 

ideal for the production of fly-wheels, textile 

machinery, etc.

Stanton Foundry Pig Iron in all grades Is also 

available In sand cast form. SHAPED 
FOR BETTER 
HANDLING 

AND 
STACKING

W e welcome enquiries on foundry problems and 

offer free technical advice.
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Current Prices of Iron, Steel, and Non-ferrous Metals
( Delivered, units» othtrwise »lattd)

April 18, 1951
PIG-IRON

Foundry Iron.—No. 3 Ikon, Class 2 Middlesbrough, 
¿10 17b. 9 d .; Birmingham, ¿10 13s.

Low-phosphorus Iron.—Over 0.10 to 0.75 per cent P, 
¿12 9s., delivered Birmingham. Staffordshire blast
furnace low-phosphorua foundry iron (0.10 to 0.50 per cent. 
P, up to 3 per cent. Si)—North Zone, ¿12 16s. 6d.; South 
Zone, ¿12 19s.

Scotch Iron.—No. 3 foundry, ¿12 7s. 9d., d/d Grange
mouth.

Cylinder and Relined Irons.—North Zone, ¿13 7s. 6d. ; 
South Zone, ¿13 10s.

Refined Malleable.—P, 0.10 per cent. max.—North Zone, 
¿13 17b. 6 d .; South Zone, ¿14.

Cold Blast.—South Staffs, ¿16 10s. 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, 
¿12 7s. 6d .; Scotland, ¿12 14s.; Sheffield, ¿13 2s. 6d .; 
Birmingham, ¿13 9s. ; Wales (Welsh iron), ¿12 7s. 6d.

Bplegelelsen.—20 per cent. Mn, ¿18 3s.
Basle Pig-Iron.—¿10 19s. all districts.

FERRO-ALLOYS
( P e r  to n  u n i t s s  o th e r w is t  s ta ted ., d e liv e re d .)

Ferro-slllcon (6-ton lots).—40/55 per oent., ¿37 15s., 
basis 45% Si, scale 14s. per unit; 70/84 per cent., £52, 
basis 75% Si, scale 14s. 6d. per unit.

Ferro-vanadium.—50/60 per cent., 15s. per lb. of V.
Ferro-molybdenum.—05/75 per cent., carbon-free, 8s. 9d. 

per lb. of Mo.
Ferro-tltanlum.—20/25 percent., carbon-free, ¿167; ditto, 

copper free, £183.
Ferro-tungsten.—80/85 per cent., 33s. 3d. per lb. of W.
Tungsten Metal Powder.—98/99 per cent., 35s. 3d. per lb. 

of W.
Ferro-chrome (6-ton lots).—4/6 per cent C, ¿66, basis 60% 

Cr, scale 22s. per u n it; 6/8 per cent. C, £61, basis 60% Cr, 
scale 21s. per un it; max. 2 per cent. C. Is. 6jd. per lb. 
Cr; max. 1 per cent. C, Is. 7jd. per lb. Cr; max. 0.15 per 
cent. C Is. 8d. per lb. Cr; max. 0.10 per oent. C, Is. 8jd. 
per lb. Cr.

Cobalt.—98/99 per cent., 17s. 6d. per lb.
Metallic Chromium.—98/99 per cent., 5b. 9d. per lb.
Ferro-manganese (blast-furnace). — 78 per cent., 

£32 3s. 7d.
Metallic Manganese.—96/98 per oent., carbon-free, 

£215 per ton.
SEMI-FINISHED STEEL

Re-rolling Billets, Blooms, and Slabs.—Basio : Soft, u.t., 
¿17 4b. ; tested, up to 0.25 per cent. C (100-ton lots), 
¿17 9s. ; hard (0.42 to 0.60 per cent. C), ¿19 4s.; 
■ ilioo-manganese, ¿24 6s. 6d. ; free-cutting, ¿20 9s.
Siranns Mabtin Acid: Up to 0.25 per cent. C, ¿22 11s. 6d.; 
case-hardening, ¿23 9s. ; silioo-manganese, ¿26 14s.

Billets, Blooms, and Slabs for Forging and Stamping.— 
Basic, soft, up to 0.25 per cent. C, ¿20 4s. ; basic, hard, 
over 0.41 up to 0.60 per cent. C, ¿21 9s. ; acid, up to
0.25 per oent. C, ¿23 9s.

Sheet and Tinplate Bars.—¿17 6«. 6d.

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

¿21 3s. ; boiler plates (N.-E. Coast), ¿22 10s. 6d. ; chequer 
plates (N.-E. Coast), ¿23 8s. ; heavy joists, sections, 
and bars (angle basis), N.-E. Coast, ¿20 I b .  6d.

Small Bars, Sheets, etc.—Rounds and squares, under 3 in., 
untested, ¿22 15s.; flats, 5 in. wide and under, ¿22 15s. ; 
hoop and strip, ¿23 10s.; black shcotB, 17/20 g., ¿29 13s.; 
galvanised corrugated sheets, 17/20 g., £43 6s.

Alloy Steel Bars.—1-in. dia. and up : Nickel, ¿37 19s. 3d.; 
nickel-chrome, ¿56 6s.; nickel-chrome-molybdenum, ¿63 1«.

Tinplates.—I.C. cokes, 20 x 14, per box, 42a. 7Jd., 
f.o.t. makers’ works.

NON-FERROUS METALS
Copper.—Electrolytic, £210 ; high-grade fire-refined, 

£209 10s.; fire-refined of not less than 99.7 per oent.; 
£209 ; ditto, 99.2 per cent., £208 10s.; black hot-rolled 
wire rods, £219 12s. 6d.

Tin.—Cash, £1,115 to £1,125 ; three months, £1,005 to 
£1,100 ; settlement, £1,120.

Zinc.—G.O.B. (foreign) (duty paid), £160; ditto 
(domestic), £160; “ Prime Western,” £160; electrolytio, 
£164 ; not less than 99.99 per cent., £166.

Lead.—Good soft pig-lead (foreign) (duty paid), £100 ; 
ditto (Empire and domestio), £160 ; “  English,” £161 10s.

Zinc Sheets, etc.—Sheets, lOg. and thicker, all English 
destinations, £180; rolled zinc (boiler plates), all 
English destinations, £178; zinc oxide (Red Seal), d/d 
buyers’ premises, £178.

Other Metals.—Aluminium, ingots, £124; antimony, 
English, 99 per cent., £390; quicksilver, ex warehouse, 
£73 10s. to £74 ; niokel, £406.

Brass.—Solid-drawn tubes, 21 jd . per lb .; rods, drawn, 
2 9 jd .; sheets to 10 w.g., 26jjd.; wire, 2 7 |d .; rolled metal, 
25£d.

Copper Tubes, etc.—Solid-drawn tubes, 23Jd. per lb. 
wire, 226s. 6d. per cwt. basis; 20 s.w.g., 254s. per owt.

Gunmetal.—Ingots to BS. 1400—LG2—1 (85/5/5/5),
— ; BS. 1400—LG3—1 (80/7/5/2), — ; BS.

1400—Gl—1 (88/10/2), — ; Admiralty Gl£
(88/10/2), virgin quality, — , per ton, delivered.

Phosphor-bronze Ingots.—P.B1, — ; L.P.B1,
— per ton.

Phosphor Bronze.—Strip, 37d. per lb .; sheets to 10 w.g., 
39Jd.; wire, 40Jd.; rods, 36 j d . ; tubes, 42d.; ohill east- 
bars : solids, —, cored, —. (C. C l u t o b d  & Sox,
Lim tbd .)

Nickel Silver, etc.—Ingots for raising, 2s. 4Jd. per lb. (7%) 
to 3s. 3Jd. (30%); rolled metal, 3 in. to 9 in. wide x 
.056, 2s. lOjd. (7%) to 3s. 9Jd. (30%); to 12 in. wide x 
.056, 2s. 10^d. to 3s. 9 jd .; to 25 in. wide X .056, 3s. 0jd.. 
to 3s. 11 jd . Spoon and fork metal, unsheared, 2s. 7jd. to 
3s. 6Jd. Wire, 10g., in coils, 3s. 4d. (10%) to 4a. 3 jd . 
(30%). Special quality turning rod, 10%, 3s. 3d .;, 
15%, 3s. 7}d.; 18%, 4s. All prioes are net.



APRIL 19, 1951 FOUNDRY TRADE JOURNAL 27

SWYNNERTON 
RED MOULDING SAND

COTES HEATH  
STAFFORD

C a n  n o w  o f f e r  u n l i m i t e d  q u a n t i t i e s  o f

PULVERISED SAND, CORE SAND, WHITE 
SILICA SAND and SEA SAND.

B Y  R O A D  A N D  R A I L  S a m p le s ,  P r ic e s  a n d  A n a ly s i s
o n  R e q u e s t .

Telephone: STAN DON 232
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News in Brief
S t o r d y  E n g in e e r in g , L im i t e d , have removed to more 

commodious premises at Cumbria House, Goldthorn 
Hill, Wolverhampton.

T h e  B r i t i s h  S t a n d a r d s  I n s t i t u t i o n  h as recen tly  
issued  a  n ew  s ta n d a rd  fo r  sizes o f  m e ta l sh e e ts  fo r  
le tte rp re s s  p h o to -e n g ra v in g s  (b .s . 1705 :1951).

M it c h a m  S m e l t e r s , L i m i t e d , of 36, Victoria Street, 
London, S.W.l, have taken over as from April 2, the 
business founded by the managing, director, Mr. H. 
Roseman.

N e w m a n  I n d u s t r i e s , L i m i t e d  (electric division), 
have appointed M r . H. M cC o n c h ie  as manager of their 
new branch office situated in Russell Chambers, 54, 
Merrion Street, Leeds.

L e y ’s  M a l l e a b l e  C a s t in g s  C o m p a n y , L i m i t e d , 
Derby, on April 12 opened their new ablution building 
which provides separate changing rooms and lockers for 
clean or soiled clothes; the washing facilities include 
showers, footbaths and basins.

B r it is h  R o p e s , L im it e d , o f  D o n c a s te r , a r e  to  m ak e  
a  ro p e  27 in . d ia ., w h ich  it is b e liev ed  w ill be  th e  
b ig g est in  th e  w o rld . I t  w ill se rv e  a s  th e  m a in  cab le  
fo r  th e  R iv e r  S ev ern  su sp e n s io n  b rid g e  an d  w ill h av e  
a  b re a k in g  lo a d  o f  47,839 to n s .
“ A LARGE VERTICAL BORING AND TURNING MILL con
structed by Froiep Rheydt of Germany has been 
acquired by the General Electric Company, Limited, 
and erected in their Fraser and Chalmers Engineering 
Works at Erith, Kent. The mill can take work up to 
26 ft. 3 in. dia. and up to 14 ft. in height, with a 
maximum load of 200 tons.

T h e  B ir m in g h a m  a n d  D is t r ic t  I n d u s t r ia l  Sa f e t y  
G r o u p  has organised an exhibition to be held from 
May 30 to June 2, in the Bingley Hall, Birmingham. 
More than 50 stands will be occupied by firms manu
facturing industrial safety and factory welfare equip
ment including all kinds of machine guards, fire-fighting 
appliances, protective clothing, goggles, etc.

T h r e e  Rotherham headmasters and 21 school teachers 
attended a four-day course on iron and steel manufac
ture during their Easter holiday arranged by the educa
tion department of the Steel, Peech & Tozer branch of 
the United Steel Companies, Limited, as an experiment 
in co-operation between industry and education. The 
course included tours of all the departments of a steel
works and lectures on management, research, econo
mics, education, and production.

B. O. M o r r is , L i m i t e d , of Coventry, announce new 
appointments to their board; M r . H. S. R o y c e  becomes 
director and general manager and M r . M. B. E. 
M a s t e r s , sales director. Mr. Royce held several posi
tions with the Rolls Royce Company of Derby and 
during the war was loaned by them to the Ministry 
of Aircraft Production. Whilst with the Ministry he 
spent some time with the British Purchasing Commis
sion in the United States. Mr. Masters has been with 
the company for several years as sales manager.

A v a l v e - d r iv e n  high-frequency generator, claimed to 
be the largest in Europe, has recently been installed at 
De Havilland Propellors. Limited, Hatfield, to operate 
a furnace for rapid local heating and hardening of large 
components, e.g., steel propellor blades and hubs when 
these are not heatable by other means. The generator, 
built by Philips Electrical. Limited, is type F280, and 
has a maximum output of 150 kw. (continuous) and 
above 200 kw. (intermittent). It is designed for opera
tion on a mains supply voltage of 380-440 v. three- 
phase, 50 c., and measures approximately 7 ft. high,, 
44 ft. wide and 12 ft. deep, and weighs 3 tons.

Personal
T h e  R t . H o n . L o r d  R ea  and M r . R e g in a l d  J . E .  

D o d d s  have been elected directors of Burntisland Ship
building Company, Limited. Mr. Dodds is chairman 
and Lord Rea is a director of Alto Parana Develop
ment, which, organisation recently acquired the share 
capital of the Burntisland Company.

M r. D. A. D o d s o n  has been appointed manager of 
Foundry Services (Canada) Limited, with headquarters 
at 49, Wellington Street East, Toronto 1. Canada. M r. 
M. R e a d in g , of the company’s European technical staff, 
has joined Mr. Dodson to service the Province o f 
Quebec. M r. R. L. L u c ie n , who has been acting as 
temporary manager, has returned to Europe in his 
former capacity of overseas technical manager.

S ir  A r c h ib a l d  F o r b e s , deputy-president of the 
Federation of British Industries, has been, at the annual 
general meeting, elected president of the Federation in 
the place of Sir Robert Sinclair, k .c .b .,' k .b .e ., who 
retires after holding the presidency for two years. Sir 
Archibald Forbes, who is an executive director of 
Spillers, Limited, flour millers, and chairman of the 
Debenture Corporation, was chairman of the Iron and 
Steel Board—consisting of representatives of both sides . 
of the industry and independent members—from its 
inception in 1946 to its termination in March, 1949.

M r . B e r n a r d  T h o m a s , for the second year in suc
cession, has been elected chairman of the Birmingham 
area section of the Institute of Metals. Mr. Thomas, 
who was the first Wolverhampton metallurgist to hold 
this position when he was elected a year ago, is the 
owner of the Grove Foundry, Bridgnorth, and of the 
Birchall Plating Company, Walsall. In addition he is a 
director of MacBee, Limited, of The Grove, Bridg
north. Mr. Thomas was president of the Staffordshire 
Iron and Steel Institute and until within the last two 
years he was visiting lecturer on metallurgy and 
heat-treatment to the ‘County Technical College. 
Wednesbury.

M r . F. C. B a k e r , works manager, has been ap
pointed to the board of directors of J. Hobkirk, Sons 
& Company, Limited, Ampthill Road. Bedford, as 
works director as from April 2. Mr. Baker has been 
continuously employed with this firm for many years, 
having started work with the company as an apprentice 
and working his way up through the foundry, having 
been foreman in the non-ferrous foundry and works 
manager for the past 2+ yrs. Although Hobkirk’s is 
primarily a family concern it is their policy to encourage 
employees to accept executive responsibility, and an 
employee is, therefore, welcome on to the board of 
directors as part of this policy.

M r . W. G. T h o r n t o n , managing director.of the 
Yorkshire Repetition Castings Company, Limited, was 
on April 6 presented with a cocktail cabinet by the 
members of the West Riding Ironfounders’ Associa
tion. Mr. W. Mallinson presiding at the presentation 
dinner at the Midland Hotel. Bradford, asked M r 
Thornton to accept the cabinet as a mark of apprecia
tion for his two years as president of the Association. 
Mr. Thornton was a founder member of the West 
Riding of Yorkshire branch of the Institute of British 
Foundrymen, their president from 1925 to 1927, and 
represented the branch on the general council of the 
Institute for 25 yrs. He was also a 'past-president 
of the Bradford & District Engineering Employers’ 
Association.' Mr. Thornton, he announced, would con
tinue as representative to the executive of the National 
Ironfounding Employers’ Federation.
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Forthcoming Events
A P R IL  23

Sheffield  S ocie ty  of E n g in ee rs  a n d  M e ta llu rg is ts
F ilm  Show ¡—M anipu lation  of Corrosion- and H eat-resis ting  

Steels—M achining, P ressing  an d  P o lish in g ; Sound Steel; 
S team ; and  S p lash ing  in  a n  In g o t M ould, 7 p.m ., in  the  
M appin  H all, The U niversity , S t. G eorge’s Square. 
Sheffield.

A P R IL  24
B r i t is h  N o n -fe rro u s  M eta ls  R esea rch  A sso c ia tio n

Luncheon a t  the  Savoy H otel, London, a t  12.45 for 1 p.m.
A P R IL  25 

In s titu te  of B r i t is h  F o u n d ry m e n
L o n d o n  B r a n c h  :—A nnual G eneral M eeting, followed by films 

“  C a s tin g s "  and  “  F o rg in g s ,”  7 p.m ., a t  the  W aldorf 
H otel, A ldwych. London, \V.C.2.

B ir m in g h a m  B r a n c h  ¡—A nnual G eneral M eeting , followed by 
“ R eport of S'ub-cominittce t . b. 23 on th e  R ep a ir and  R e
clam ation  of G rey-iron C astings by W elding and  B urn 
ing-on,”  p resented  by Dr. A. II. Everest, 7.15 p.m ., a t  the 
Jam e s  W a tt  M em orial In s titu te , G rea t C harles S treet, 
B irm ingham , 3.

A P R IL  26 
In s titu te  of V itreous E n am c lle rs

S o u th e r n  S e c tio n  ¡—A nnua l Social E ven ing , com m encing w ith 
D inner a t  th e  Comedy R es ta u ra n t, L eicester Square, a t  
6.45 fo r 7 p.m ., followed by th e a tre  visit.

A P R IL  27 
In s t i tu te  of B r it is h  I-'oundrym en

L o n d o n  B ra n ch  ¡—D ay W orks V isit to Suffolk Iron  Founilrv  
(1920), L im ited , S tow m arkct. P a r ty  leaves Liverpool S tree t 
S ta tion  a t  10 a .m .

L in c o ln sh ire  B r a n c h  .— Social E ven ing  (d e ta ils  to  be obta ined  
from th e  Secrotary).

In s ti tu te  of E co n o m ic  E n g in ee rin g
L o n d o n " Problem s of O rg an isa tio n ,”  by H . A. M acdonald, 

m.a., g u e st ch a irm an  l i t .  H on. Lord M arlcy, d.sc., 7 p.m.. 
a t  the  Cow dray H all, London, W .l.

In s titu tio n  of M echan ical E n g in ee rs
D iscussion on “ T he New F a c to ry ,”  by J .  G. B ulger, 

M.I.MECH.E., 5.30 p.m., a t  S to rey ’s G ate, St. J am e s ’s P a rk . 
London, S.W .l.

U.S. Metal Controls
The U.S. steel industry has been ordered by the 

National Production Authority to set aside an addi
tional 1 to 10 per cent, of its output for the defence 
programme. The directive specifically applies to carbon 
steel, and becomes effective in June. Manufacturers are 
to continue making consumer durable goods in the 
same proportion as they have in the past. At the same 
time, the n .p .a . director has told production officials 
that they must keep small business in operation to the 
greatest degree possible as control orders are developed.

The U.S. Government has taken complete control over 
the production of ferrous and non-ferrous alloys. 
Beginning with meltings scheduled for June, producers 
must file melting schedules with the n .p .a . 30 days in 
advance of the month in which the alloys are scheduled 
for melting. In the same order, permissible inventories 
of ferro-alloys for alloying purposes, are limited to 
a 45-day or practicable working minimum, whichever 
is less.

Liverymen to Visit the Midlands
Possibly for the first time in their exceptionally long 

history, the Liverymen of the Founder's’ Company are 
to visit a few foundry installations in the Midlands. 
Lasting two days (April 24 and 25). the Liverymen will 
visit the National Foundry College at Wolverhampton, 
the works of Birmid Industries, Limited, at Smethwick 
and the Imperial Foundry at Leamington. One evening 
will be spent at the Shakespeare Memorial Theatre at 
Stratford-on-Avon.

LO W  P H O S P H O R U S

R E F IN E D  & C Y L IN D E R

H E M A T IT E

M A L L E A B L E

D E R B Y S H IR E

N O R T H A M P T O N S H IR E

P I G - I R O N

S W E D IS H  C H A R C O A L Gk &

w l

CO

,*1* v* F E R R O  S IL IC O N  12/14%

c\v e » v  A LLO Y S & B R IQ U E T T E S

N .F . M E T A L S  & ALLO YS  

L IM E S T O N E  

G A N IS T E R  

M O U L D IN G  S A N D

And a t:—
BIRM INGHAM, 2. LIVERPOOL, 2. GLASGOW, C.2. 
39, Corporation St., 13, Rumford St., 93, Hope Street,

Midland 3375/6 Central 1558 Central 9969 R E F R A C T O R IE S
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S IT U A T IO N S  W A N T E D

R e p r e s e n t a t i v e ,  non-ferrous c as t
ings (bronzos), estab lished  connec

tio n  M idland a re a , desires change. Keen 
■and tru s tw o rth y .—Box 87 2 . F o u n d r y  T r a d e  
- J o u r n a l .

I  F O U N D R Y  P L A N T  E N G IN E E R , ex
perienced in estim ates, design , de

velopm ent. erection  a n d  m a in tenance  of 
w ide ran g e  of foundry  p la n t, requ ires p ro 

g re ss iv e  executive position .—Box 874, 
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

\  NALYTICA1, C H E M IST  requ ired  for 
rou tine  chem ical an a ly sis . P re fe r

ab ly  experienced in a n a ly s is  of fe rrons 
m e ta ls . M ale or fem ale. A ss is ta n t E x p e ri
m enta l Officer g rade . S a lary  £ 3 3 0 - £ 4 7 5  
p.a. m ale  an d  £ 3 3 0 - £ 4 3 0  p.a. fem ale. _ S ta te  

:age. experience, and  qualifications.— 
B r i t i s h  C a st I r o n  R e s e a r c h  A s s o c i a t i o n , 
A lvechnrch, B irm ingham .

A p p l i c a t i o n s  a re  inv ited  for a n  
a p p o in tm en t a s  G E N E R A L  W O RK S 

M ANAGER in  a  w ell-known L ig h t C ast
in g s  F o undry  in the  N orth  of E ngland . 
The vacancy  calls for experience in 
M echanised Foundry  a n d  F loor Production , 

'C ontro l of P a tte rn  Shop a n d  F i t t in g  and  
Assem bly Shops. A sound techn ica l and  
p rac tic a l know ledge, backed  by ad m in i
s tra tiv e  experience, is essen tia l. The 
position  offers considerable p rospects  for a  
m an  of 3 5 /4 0  years  of ag e . A pplications 
shou ld  give fu ll d e ta ils  o f p resen t position , 
s a la ry , etc ., a n d  will be tre a ted  in the 
s tr ic te s t confidence.—Box 840 , F o u n d r y  
T r a d e  J o u r n a l .

I  F O U N D R Y  FO R EM A N  requ ired  for 
Ceylon, to  ta k e  ch arg e  of Iro n  and  

'N on-ferrous F o u n d ry  tu rn in g  ou t general 
eng ineering  castings. M ust have thorough  

'floor a n d  m achino m oulding experience and  
a  sound know ledge of p a tte rn m a k in g  an d  
p re p a ra tio n  of p la te  p a tte rn s . Age not 
over 35 years. S a la ry  eq u iv a len t to £ 1 .3 0 0  
a  y e a r  is offered fo r a  m an w ith  the  
-desired qua lifica tions. T erm s include 
P ro v id en t F u n d  benefits a n d  periodical 
fu rlough .—W rite , s ta t in g  age  an d  g iv ing  
full p a r tic u la rs  of experience, etc., to  Box 
' 7 4 /4 ,”  c/o  95 , B ishopsgate . E.C.2.

P A T T E R N M A K E R  first-class M ETAL 
FO R EM A N  req u ired . M ust be 

th o ro u g h ly  accustom ed to  th e  construction  
of first-class m etal p a tte rn  equ ipm en t a s  
produced by  th is  firm fo r th e  lead ing  and  
la rg e s t  au tom obile , a irc ra f t  an d  o th e r 
t r a d e s .  O nly  th ese  used to w ork ing  to 
dead-on lim its, w ith  h ig h est possiblo class 
w orkm ansh ip  a n d  h ig h ly  polished m irro r 
'finish, a lso  foundry  experience. M ust be 
abso lu te ly  a  first-class e s tim a to r and  
■essential a b le  to  check a ccu ra te ly , an d  
accustom ed to  every type  of m easu ring  
in s tru m en t.—Only those w ith  th is  experi
ence need a p p ly  to W r i g h t  & P l a t t .  L t d . ,  

'T he W orld ’s  L a rg es t E n g in ee rin g  M aster 
P a tte rn m a k e rs , I rv in g  S treet, B irm ing 
ham , s ta t in g  ag e , fu ll experience, and  
w a g e  requ ired .

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

A N A SSISTA N T C H E M IS T  (age  20-25) 
x V . requ ired  for a  la rg e  Iro n  Foundry , 
N o rth  M idlands. K now ledge of c as t iron 
an a ly sis , a n d  p re fe rab ly  accustom ed to 
sand  contro l, a lth o u g h  n o t essen tia l.— 
P lease  s ta te  experience a n d  sa la ry  expected 
to Box 866, F o u n d r y  T r a d e  J o u r n a l .

F o u n d r y  s u p e r i n t e n d e n t
w anted  fo r F o undry  n ea r B ir

m ingham . A pp lican t m u s t have had  ex- 
ericncc of m a n a g in g  a  H ig h  D uty  Iro n  
obbing  F oundry , be a  good organ iser, and  

have ab ility  to  g e t th in g s  done. T his is a  
progressive a n d  lucra tive  ap p o in tm en t to 
a  m an  of energy  a n d  in itia tiv e .—D etails 
to  Box 860 , F o u n d r y  T r a d e  J o u r n a l .

A N  opening ex ists  for young  M an in 
connection w ith  developm ent in 

techn ica l contro l of sand , m otal, etc., in 
foundry  p roducing  14 tons each  week. 
M echan isation  an d  o ther m odern isation  
a lso  being  carried  o u t.—C h r i s t y  & N o r r i s ,  
L t d . ,  CheLmsford.

A s s i s t a n t  m a n a g e r , no t over
35 years  of ago, requ ired  fo r old- 

established  L ig h t C astings Foundry  in  
N orth  M idlands. A pplican ts  should bo 
experienced in  F loor an d  M echanised 
Foundry  P roduction  an d  in  M odern 
P a tto m -M a k in g  T echnique. E xcellen t 
scope fo r exercise of in itia tiv e  an d  drive. 
Good sa la ry  an d  prospects.—Apply in  con
fidence to Box 842 , F o u n d r y  T r a d e  
J  o u r n a l .

LA R G E m an u fa c tu rin g  o rg an isa tio n  in 
Y orksh ire  requ ires th e  services of a 

M O U L D E R  h ig h ly  sk illed  in  m a k in g  
a lu m in iu m  cas tin g s  fo r p a tte rn s , core 
boxes, core carrie rs , a n d  m a tch  plates. 
M ust be ab io  to  p repare  ow’n sand  and  
m etals, produce sound c a s tin g s  to  a ccu ra te  
dim ensions, good su rface  finish. P e r
m anen t position  w ith  p rospects. D ay  work 
w age.—R eply , s ta t in g  ag e , experience, and  
w ages requ ired , to  Box 838 , 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  s u p e r i n t e n d e n t  (aged
3 5 /4 5 )  requ ired  for G rey  I ro n  Foundry  

h a n d lin g  a lso  H ig h  T ensile Iro n , in  W est 
R id in g  of Y orkshire , p roducing  5 0  to  60 
tons of h ig h  q u a lity  precision m achine 
c a s tin g s  per m onth . A pplican ts  m u s t have 
proved them selves in a  s im ila r capac ity  
and  should be capab le  of ta k in g  full re 
sponsib ility  to  th e  W orks M anager for bo th  
the p a tte rn  m a k in g  d ep artm en t an d  com
plete  foundry  covering corcm aking, 
m achine and  floor m ould ing , fe ttlin g , 
cupolas a n d  m e ta l an d  sand  contro l. P re 
ferab ly  a lso  to  have know ledge to  fa c ilita te  
in s titu tin g  a n d  o p e ra tin g  visual foundry  
load ing  system  an d  know ledge of s tress 
re lief w hich will possibly be in s ta lled  in 
th e  foundry . S ta r t in g  sa la ry  com m ensurate  
w ith  re sponsib ility .—R eplies, w hich will 
bo tre a te d  a s  s tr ic tly  confidential, should 
s ta te  a g e , fu ll d e ta ils  of p ra c tic a l and  
techn ica l tra in in g , positions held, an d  
p resen t s a la ry .—Box 864, 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 — C o n td .

■\7I7 'A N T ED . — F ir s t  - class FL O O R  
V l  M OU LD ER. H ouse provided.— 

K e t t o n  F o u n d r y  Co., L t d . ,  n e a r  S tam ford . 
L incs. ’Phone : K etton  249.

F O REM AN , experienced, a ged  30/40, fo r 
F o undry  in C en tra l Scotland m a k in g  

g rconsand, d rysand  an d  loam  cas tin g s  
to ta llin g  over 2,000 tons an n u ally . H ouse 
av ailab le .—Box 846 , F o u n d r y  T r a d e  
J o u r n a l .

S K IL L E D  M OU LD ERS, PL A TER S,
T U R N E R S . B O RE RS, etc .. required  

by  D is ting ton  E n g in ee rin g  Co., L td., 
W ork ing ton , C um berland.—F o r fu r th e r
d e ta ils  a p p ly  to th e  L a b o u r  M a n a o e r .

R e p r e s e n t a t i v e  for san d  and
G rav ity  Dio C astings in  B rass and 

A lum inium  Foundry . M ust have con tacts  
w ith  a ll types of e ng ineering  firms. 
Com m ission basis.—Box 822, F o u n d r y  
T r a d e  J o d r n a l .

E STIM ATO R  requ ired  fo r F oundry  
h an d lin g  an d  p roducing  400 tons a 

m onth . All ty p es  of c a s tin g s  up  to  4 cwt. 
in w eigh t. M ust h ave  had ra te  fixing ex
perience. Position  is porm anen t, in 
p lea sa n t su rround ings, a n d  will offer scope 
for in itia tiv e . P leaso  s ta te  experience and  
s a la ry  requ ired .—Box 868, F o u n d r y  T r a d e  
J o u r n a l .

1H O U N D R Y  FO R EM A N  requ ired  for 
Iro n  Foundry  in Sonth of E n g lan d  ; 

lig h t an d  m edium  c a s tin g s  produced. 
A pp lican t m ust be ab le  to  control sem i
skilled  labour, an d  have sound know ledge 
of m odern  p roduction  m ethods, Floor, 
M achine M oulding and  S andslingor.—Full 
p a rticu la rs , age, s a la ry  expected, to  Box 
870 . F o u n d r y  T r a d e  J o u r n a l .

SALES R E P R E S E N T A T IV E  for Scot
land  for Iro n fo u n d ry . W ide ex p eri

ence in c a s t iron  pipe trad e . Good 
prospects for su itab le  can d id a te .—W rito. 
s ta t in g  experience a n d  sa la ry  requ ired , to 
B ox 810, F o u n d r y  T r a d e  J o u r n a l .

R A T E F IX E R  req u ired  fo r lig h t en g in 
eerin g  works n e a r  Leeds, Y orksh ire . 

E xperience io  l ig h t c a s tin g  foundry  a n  
ad v an tag e . A ssistance w ith housing  
accom m odation  i f  requ ired .—A pply, s ta t in g  
ag e , experience, an d  sa la ry  requ ired , to 
Box 812, F o u n d r y  T r a d e  J o u r n a l .

OW IN G  to  the  p resen t M anager leav ing  
to ta k e  up  a  position  ab road , a 

vacancy occurs for a  FO U N D R Y  
M ANAGER to  ta k e  control of P a tte rn  
Shop, F errous and  N on-ferrous F oundries 
p roducing  m edium  a n d  l ig h t cas tings  
av e ra g in g  50 to n s  p e r week. A nplican ts 
m ust be experienced, p ra c tic a l w ith  a  good 
th eo re tica l kuow lcdge, an d  have held a  
position  w ith  s im ila r  responsib ility .—S ta te  
ago, experience, qualifica tions an d  sa la ry  
expected, to  th e  W o r k s  M a n a o e r . Thom as 
Robinson A Son. L td ., Rochdale.
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P A TT ER N M A K ER S (W ood an d  M etal). 
E xcellen t o p p ortun ities  for younger 

m en on a ll classes of work, under ideal 
cond itiuns in  tho  la rg e s t m odern p a tte rn  
shop.—G .  P e r r y  A  S o n s , L t d . ,  H a ll Lane, 
L eicester.

ITfOUNDRY T E C H N IC IA N  requ ired  for 
. M idland M echanised Foundry , 

spec ia lis ing  in sm all rep e titio n  w ork m 
H ig h  D uty  C ast Iron . E xperience in 
Cupola C ontrol essen tia l.—R eply , s ta t in g  
experience, qua lifica tions and  sa la ry  re 
qu ired , to G. C l a n c e v , L t d . ,  Bello Vale, 
H alesow en.

] \ / f  E T  A L L E R G IS T  requ ired  for Iro n  
IyJL Foundry  in  South W ales. M ust bo 
experienced in th e  p roduction  of H ig h  
D uty  Iro n , Sand C ontro l and  M echanised 
F oundry  developm ent. T his is a  pro
gressive position an d  offers considerable 
scope to  th e  person h av in g  th e  necessary  
ab ility .—R eply , g iv in g  d e ta ils  of experi
ence, etc., to  Box 876, F o u n d r y  T r a d e  
J o u r n a l .

CH IE F  E STIM A TO R  A N D  RA TE 
F IX E R  requ ired  by o ld-established 

Foundry  sou th  of E ng land . O nly fu lly  
experienced m en h av in g  held s im ila r posi
tion, w ith experience in  m ach ine tool c a s t
in g s  up  to  8 tons, an d  conversan t w ith  
fully m echanised  procedure, need a p p ly .— 
R eply , s ta t in g  ag e , experience, an d  sa la ry  
requ ired , to  T h e  E ast S u s s e x  E n g i n e e r i n g  
Co., L t d . ,  P hoenix  Ironw orks, Lewes, 
Sussex.

E ast
L td .F o u n d r y  F O R E M A N .-T h e

Sussex E n g in ee rin g  Co., 
(form erly  Jo h n  E very (Lewes), L td .), of 
the  Phoen ix  Ironw orks, Lewes, Sussex, 
requ ire  a  first-class Foundry  Forem an  w ith  
experience of Soft G rey C as tin g s  up  to  
8 tons w eigh t. M echanical foundry  ex
perience a n  ad v an tag e  b u t no  essen tia l.— 
W rite, g iv in g  d e ta iled  in fo rm atio n  o f p a s t 
experience, age, s a la ry  requ ired , etc., to 
Mu. E . E . B u r c d e l l  a t  tho  above address.

M A T E R IA LS  W A N T E D

OF F E R S  C .I .F . Colombo, w ith  delivery 
d a tes, a re  requested  fo r :—

(a) B arbed W ire.
(b) P la in  a n d  C orrugated  G alvanised 

Sheets.
(c) G alvanised  'W ater P ipes, 1 to  2 in. 

d iam eter.
<d) M ild Steel Sheets.
(e)  R ein fo rc ing  B ars.
(/) H oop Iron .
P repared  to  purchase  im m ediate ly  fifty 

tons of each. O rders will be confirm ed in 
London an d  pa id  for, by le tte rs  of cred it. 

A N G L O -A S IA N  C O .,  L T D .,
22, B ailU e S t r e e t ,  C o lo m b o  I. 

C a b le s —L o d e s ta r .

P A T E N T

T H E  P ro p rie to r of B ritish  P a te n t No. 
697550, e n title d  “  M ethods of an d  

a p p a ra tu s  fo r directi reduction  of iron  
ores,” offers sam e fo r licence o r  o therw ise 
to  ensuro  p rac tic a l w ork ing  in G rea t 
B r i t a in —In q u ir ie s  to  S i n g e r ,  S t e r n  & 
C a r l b e r g ,  14E, Jac k so n  Boulevard, 

C hicago 4, Illino is, U.8.A.

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

F O R  SA L E A S G O IN G  C O N C E R N .

B RASS FO U N D R Y , estab lished  a b o u t 
100 years. E xem pt P r iv a te  C om pany 

is  offered for sale following sudden  dea th  
of M an ag in g  D irector.

N e t profit in  each  of la s t  th rco  years 
£9,800-£10,000 before rem unera tion  of 
D irector-shareholders.

The whole issued  cap ita l, w hich is rep re 
sen ted  by n e t tan g ib le  a sse ts  of £27,000, 
would bo sold fo r ap p ro x im ate ly  £40,000.

F u r th e r  p a rtic u la rs  a re  av a ilab le  only 
to p rinc ipa ls  who a re  generally  in terested  
on w ritten  ap p lic a tio n  to M e l l o r ,  S n a p e  & 
Co., C harte red  A ccountants, O ld Colony 
H ouse, S outh  K ing  S tree t, M anchester, 2.

M A C H IN E R Y  W A N T E D

H EAVY R um bling  B arrel. A pprox. 
5 f t. by 2 f t —F u ll p a rticu la rs  to 

M e l l o r , Softon S treet, H ollinwood.

H o r i z o n t a l  20 ft. c a s t in g  W heel, 
for 10-12 F la t  Open M oulds 3 f t .  by 

4 f t .  S ta te  price.—R eply to Box 856, 
F o u n d r y  T r a d e  J o u r n a l .

W A N TE D .—Ono new o r good second
hand  C rane Ladle, 6 cw t., 7 cw t., 

o r 8 cwt. capac ity .—L e ic e s t e r  F o u n d r y  C o . ,  
L t d ., South W igston, Leicester.

oF F E R  Y O U R SU R P L U S  PLA NT 
TO

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

BLA. 1635.

W 7 'A N T E D - O n c  B.M. J o l t  Squeeze 
T T Rollover M achine, AT4, in  good 

cond ition .—M a c m il l a n  F o u n u r i e s . L td .,
W atfo rd  6241.

W A N T E D —30 in. Twin H ead  Disc 
G rinder Self-contained M otor. 

W anted .—H and-opera ted  R o ta ry  Core 
M achine, com plete w ith  D ies and  Con
veyors.

T . & H . M E L L O R . L T D .,
S e f to n  S t r e e t ,  H o llin g w o o d , O ld h a m .

B M.M. Type AT4 P n eu m atic  Jo lt 
• Squeeze T urnover M oulding 

M achine.
B.M.M. P la in  Jo ltc r, 40 in . by 30 in. 

tab le .
Pneulec H erm an  J a r r  Rollover, Size 

750 lbs.
Box 858, F o u n d r y  T r a d e  J o u r n a l .

M A C H IN E R Y  F O R  S A LE

ON E  T ilghm an  C.B.2 Shot B last 
R um bling  B arre l P la n t, double je t, 

ex te rna l m ix in g  tube, com plete and  ready  
fo r w ork, w ith a ll m otors, d u st a rre s to r 
(sep ara te ), s ta r te rs , etc . T h is  p la n t is 
in abso lu tely  new condition  a n d  h a s  only 
done a  few hours’ dem onstra tion  w ork.— 
Box 850, F o u n d r y  T r a d e  J o u r n a l .

F O R  SALE.

L a n c a s h i r e  b o i l e r  f l u e s ,  su it.
ab le  fo r C upolas; can  be inspected 

a t  o u r w orks; cheap.
M A R K L A N D  S C O W C R O F T , L T D .,

C o x  G re e n  W o rk * , B ro m le y  C r o t i ,  n e a r  
B o lto n .

T e l. N o . E ag ley  600/1/2

M A C H IN E R Y  F O R  S A L E -C o n ir f .
A IR  C O M P R E S S O R S .

A  K  / \  C .F.M ., 50 lbs., A lley & M cLeilan, 
J  G ' /  vert., siugle-cyl., Series 23A/3, 
d ire c t coupled 52J-li.p. m otor, 290 r.p .m ., 
w ith  s ta r te r .

.400 c.f.in., 60 lbs.. Broom A W ade, vert., 
sm gle-cyl., Typo SB l, w ith  a fte rco o le r and  
65-h.p. au to , synchronous m otor, 1,450 
r.p .m ., w ith  s ta r lo r.

250 c.f.m ., 100 lbs., Consolidated, h o ri
zon tal, double-acting . Typo NSB., w ith  
60-h.p. S.C. m otor an d  s ta r te r .

200 c.f.m ., 100 lbs., C onsolidated, ho ri
zon ta l double-acting , Type 10 by 10 NSB., 
w ith  or w ithou t 50-h.p. m otor an d  s ta r te r .

200 c.f.m ., 100 lbs., A liev & M cLcllan,
Sentinel vert., 2-stage, Sizo No. 3, w ith  

or w ithou t 40-h.p. m o to r an d  s ta r te r .
155 c.f.m ., 100 lbs., R eavell, vert.. 2-cyl., 

T ype DSAE1, w ith  40-h.p. m o to r and  
s ta r te r .

140 c .f jn .,  60 lbs., T ilghm an , vert., 
siogle-cyl., double-acting . T ype FC4E, w ith 
or w ith o u t 20-h.p. m otor.

120 c.f.m ., 30 lbs., Reavell. v e rt., tw ln- 
cyl., s ing le-stage. Type DSA7E. d irec t 
coupled 17i-h.p. S.C. m otor an d  s ta r te r.

100 c.f.m ., 100 lbs., T ilghm an , vert., Type 
SAU, sing le-acting , s ing le-stage , w ith  
25-h.p. m o to r and  s ta r te r .

90 c.f.m ., 100 lbs.. Consolidated, vert.,
tw in-cyl., Type P7-DB, w ith 20-h.p. m otor 
and  s ta r te r .

83 c.f.m ., 100 lbs., Consolidated, 2-stage, 
a ircoolcd, size PB2, w ith  20-h.p. m otor 
and  s ta r te r .

40 c.f.m ., 150/450 lbs.. R eavell, single- 
a c tin g , 2-stage, Type CSA6, w ith  in te r
cooler an d  20-h.p. m otor an d  s ta r te r .

26 c.f.m ., 100 lbs., R eavell, Type SA5,
vert., d irec t coupled 7J-h.p. m o to r and  
s ta r te r .

25 c.f.m ., loo lbs., Cooke & Ferguson,
tw in-cyl., aircooled, w ith  7A-h.p. m o to r and  
s ta r te r .

Also num ber of o th e r types a n d  sizes.
A lt above M otors for 3/50/400 volts. 

R EA SO N A B LE O F F E R S  F O R  ANY, O R  
ALL, O F T H E  ABOVE W IL L  BE 

ACCEPTED.
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 * , L ang ley  
G r e e n , n e a r  B irm in g h a m . B ro ad w et! 1357

IN  S T O C K  A T  S L O U G H  F O R  
IM M E D IA T E  D ELIV ERY .

S IX  only b rand  new 10-cwt. 
FO U N D R Y  LADLES. £25 

each to  clear.
SAND T H R O W E R , a.c ., 3-phasc, 

s im ila r to  R oyer, new. £55.
A lfred H e rb e rt SAND D IS 

IN T E G R A T O R , £48.
Spcrm olin CORE SAND M IX E R , 

£18.
Two com plete sm all CUPOLAS, 

30 in . d iam ,, £150 each, inc lud ing  
K eith  B lackm an  F ans, eta.

25 p rac tic a lly  new BALE-OUT 
FU R N A C E S, cheap.

31 in . C UPOLA com plete, by 
“  C onstructional,”  w ith sp ark  

a rre s te r , K eith  B lackm an  Blower 
an d  new lin ing—all a t  £250.

36 in. d itto  com plete, fo r £395. 
A D A PTA B LE M O U L D IN G  MA

C H IN E S . £45 each.
T IT A N  CO RE B L O W E R , a s  new, 

150 lbs. £285.
W E IG H IN G  M A C H IN E S. by 

Avery. T ype 282, a s  new , 3q;wt. 
size.

L a rg e  stock  new Broom w ade 
Com pressors, new. A.C. M otors 
an d  K eith  B lack m an  F ans.

E L B 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.
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M A C H IN E R Y  FO R  S A L E —Contd, M A C H IN E R Y  FO R  S A L E —C ontd . M A C H IN E R Y  F O R  S A L E -C o n td .

S H O T B L A S T IN G  C O M P R E S S O R S  A T  
R ID IC U L O U S  PR IC E S .

r p iL G H M A N  H o rizo n ta l, 400 c.f.m ., 30

T ilghm an  v o rtica l, 400 c.f.m ., 30 lbs.,

^ ld fg h m a n  V ertical, 224 c.f.m ., 30 lbs., 
FC6B.

S. C . B ILSBY , A .M .l.C .E., A .M .I.E .E ., 
C r o u w a l l s  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 IJ59

F O R  SA LE

NO. 1« A T R IT O R  C R U S H E R  by  Alfred 
H e rb e rt com plete w ltb  Feed H opper, 

overhauled an d  w ith a  q u a n tity  of spares. 
Also a  No. 12 A trito r by Alfred H erbert, 
for which we have av a ilab le  a b o u t 6 tons 
of spares. B oth  these  m ach ines a re  offeree 
a t  ex trem ely  low prices fo r q a lck  
c learance.

S A V IL L E -C A L V E R T  (M A C H IN E R Y ), 
L IM IT E D  

B IR M IN G H A M  R O A D , 
S T R A T F O R D -O N -A V O N .

T a l. i S eraC fo rd -o n -A v o n  3661.

6 0 0
C R A N E S

E l e c t r i c  p o r t a l  w h a r f  c r a n e ,
by D errick  & H o is t Co., U .S.A. 64 f t. 

jib . 60 f t. m ax. rad ius. Pow ered trav e l
ling , 15 f t .  r a i l  gauge. 3S/5 tons cap. 
E lec trio  supply  440/3/60.

New R ushw orih  3-ton E L E C T R IC  
D E R R IC K  C RA N E . 100 f t .  jib . E lectric  
supply  400/3/60.

Several Jones K L  40 D iesel-driven 3-ton 
M O B IL E CRANE, on four pneum atic  or 
solid rubber ty red  w heels o r craw ler 
tra c k s . 24 ft. ,  30 ft., o r 40 f t. jib .

Sovcral .Tones K L  22 D iesel-driven 2-ton 
M O B IL E  CRA N ES, on  lo u r  pn eu m atic  or 
solid rubber ty red  wheels. 13 f t. 9 in . o r 
16 ft. can tilovcr o r 24 f t .  la ttic e  jib .

Sovcral Jo n es  Super 12 Petro l-driven  
12 cw t. PO R T A B L E  CRA N ES, on C .I. road  
wheels. IB f t .  jib .

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 o i : P u d se y  2241

S K L E N A R  ”  FU R N A C E . 1-ton 
capac ity . Coke fired. New 1044. 

Very little  u s e d .  P rice  £ 7 0 0 .— Box &4Z, 
F o u n d r y  T b a d b  J o u k n a l .

A L B IO N W O R K S

F O U N D R Y  P L A N T  A N D  E Q U I P M E N T -  
G E N E R A L .

M O U L D I N G  M A C H I N E S  :

T y p e  w t.5 6 2 A y  s h o c k l e s u  s i m u l 
t a n e o u s  JO L T  SQ U EEZE T U R N 

OVER. DRAW  M O U L D IN G  M A C H IN E, 
for boxes 18 in . wide.

H A N D  SQ U EEZE S T R A IG H T  DRAW  
M OU LD IN G  M A C H IN E , by B R IT IS H  
M O U L D IN G  M A C H IN E  CO. Accommo
da te  boxes 15 in. by 14 in . P a tte rn  
tab le  24 in. by 18 in . P a tte rn  Draw' 6 in,

SH O T  I! L A S T  A N D  D U ST  E X T R A C T I O N  
P L A N T  :

TILG 1IM A N  SH O TB LAST ROOM 
PL A N T , hav ing  6-ft. room, type  SV2, 
T ilg h m an  S ho tb las t A ppara tu s, P ressure  
C ham ber, P ad d le  B lade E x h a u s t Fan, 
A ir R eceiver, etc.

T IL G H M A N  D U ST EX T RA C TIO N  
C A B IN E T. 44 in . by  34 in . by  68 in. 
deep. M otor D riven D ust E x tra c tio n  
F an , 400-440/3/50.

DUST A R R E S T IN G  PL A N T , com prising  
Sheet Steel C ab inet 4 f t. by  3 f t. 6 in. 
by 5 f t .  6 in. h igh . M otor D riven  Paddle  
B lade D ust E x trac tio n  F a n . 8 in. inlet. 
D riven by 1 h .p . M otor, 400-440/3/50.

R U M B L I N G  B A R R E L S :
N E W  M OTOR D R IV EN . H EX A G O N A L 

R U M B L IN G  B A RR EL S. 3'6 in. long by 
18 in . across flats. 1 • f t .  2 in. p la te . 
D riven by 3 h.p. M otor, a n d  com plete 
w ith  S ta r te r . 400/3/60.

N E W  B E L T  D R IV E N -d it to .  Size 36 in . 
long  by  30 in . across flats. D riven 
th ro u g h  fa s t  an d  looso pulleys, w ith  bolt 
s tr ik in g  gear.

" F O R W A R D ” F O U N D R Y  SAND 
R ID D L E . 5 to n s  per hour capac ity . 
Com plete w ith  T ripod an d  22 in . dia. 
Sieve. M otorised.

G E A R E D  FO U N D R Y  CRA N E L A D L E S - 
B RA N D  N E W . 4-ton. 3-toil, 50-cwt., 
2-ton, 30-cwt„ 15-cwt.. 10-cwt.

A LL T H E  A FO R E M E N T IO N E D  IT E M S 
AV A ILA BLE FO R  IM M E D IA T E  
D E L IV E R Y , EX  STOCK.

H O s W . W A RD  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 rw a r d .”

R em em ber

S A N D  M IX E R S  a n d  D IS IN T E G 
RATORS for Foundry  and  Q u arry ; 

capac ities  from  10 cw ts. to 10 tons per h r.— 
W. & A. E . B rea l e y  ( M a c h in e r y ) , L t d ., 
S ta tion  W orks, Ecclesfield, Sheffield.

M A C H IN E R Y  W A N T E D

Mo u l d i n g  m a c h i n e s .  -  t w o
Colem an No. 24A D avenport Type 

M achines. J a r r ,  Roll-over. P a tto rn  draw  
12 in .; 1.100 lbs. w ork ing  cap ac ity . Su it
able fo r boxes' up  to  40 in . by 24 in . P rice  
£ 3 5 0  e a c h —Box 288, F o u n d r y  T e a d e  
J o u r n a l .

/ \_ C W T .  G eared L ad le .
J L "  5-Cwt. U ngeared  Ladlo.

25 Cwt. H an d  M obile W orkshop C rane. 
G rin d in g  W h ee ls : 16 in . d ia . by 21 in.

face  by l i  in . bore, 14 in . d ia . by 2 in.
face by  11 in . boro.

Q u an tity  of E lec tric  M otor Slide R ails.
C oggan Coro Blowor, 15-lb. capac ity .
S. C . BILSBY, A .M .I.C .E ., A .M .I.E .E ., 

C ro s sw e lls  E n g in ee rin 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

IM M E D IA T E  D ELIV ER Y .

N EW  B ray  H y d ra io ad o r; 5 cub. 
y a rd  b u ck et; m ounted  on 

Fordson - M ajor pe tro l /  paraffin 
tra c to r; fitted  w itli o lectric  s t a r t 
ing, and  com plete w ith  d riv e r’s cab.

T H O S . W . W A R D , L T D ., 
B r e t te n h a m  H o u s e , 

L a n c a s te r  P la c e , S t r a n d ,  L o n d o n , 
W .C .2 .

Words might have it >

DELIVERY EX STOCK
New shot blast cabinets 
complete w ith Dust 

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

Low prices.
Please send for our N E W  

Illu stra ted  catalogue on request

ELECTROGENERATORS
LTD .

14 AUSTRALIA RD.. SLOUGH
Telephone» SLO U G H  22877 

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

D I E
The only Lubricant and Dressing’ for P res
sure D iecasters which

© Does not carbon up on moving parts
•  Does not stain the casting.
•  Prevents stick ing and scoring.
•  G ives a velvet smooth surface fin ish .

Standard G rad e fo r A lum in i urn, Magnesium, 
Brass, e tc .. G rade N o. 11 fo r Z in can d  Lead.

S L I C K
Genuine D ie S lick  is only made by G . W . Smith 
& Son Inc. of Dayton U .S .A . whose sole 
d istribu to rs In G t. Brita in are :—

r  w. J. HOOKER LTD.
4  MIDLAND CRESCENT,LONDON. N.W.3

Phone'. HAMpstead 2495
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C A P A C IT Y  W A N T E D

■¡l/TACXIINE Tool M an u fac tu re rs  requ ire  
1tJL  su b stan tia ! c ap ac ity  to r  C ast Iro n  
Beds, F ram es, T ab les; 5- and  15-cwt. 
P a tte rn s  a v a ilab le ; early  delivery  essen
tia l. W est of Scotland a re a .—Box 862, 
F o u n d e y  T r a d e  J o tn tm .

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

CA ST IN G S.—Wo can save your porous 
castings, ferrous or non-ferrous, by 

a n  approved im p reg n a tio n  Process; sam ple 
c a s tin g s  tre a ted .—Kecupero, L td ., C annon 
C roft W orks, E astco te  R oad, P inner, 
M iddx. 'P h o n o  P in n e r 7529.

P A T T E R N M A K IN G  cap ac ity  av a ilab le  
im m ediate ly .—W rite  or telephone 

E . H .  ( N e w c a s t l e ) ,  L t d . ,  P o tte ry  Lane, 
N ewcastle-on-Tyne, 1. Tel. No. 28291/2.

N o n - f e r r o u s  f o u  n  d r y  . -C a p a c i ty
a v a ilab le  fo r first-class q u a lity  Alum. 

Bronze, Q unm otal C astings, etc . Com
p e titiv e  prices, inc lud ing  a lu m in iu m  sand 
and  g ra v ity  d ie c as tings . P a tte rn m a k in g  
if requ ired .—F. Birrnnü,, B rass  an d  A lu
m inium  Founder, Lower C arrs, S tockport, 
C heshire.

H. C. HOPPER (Kingston) Ltd. 
HA M PD EN  R O A D , K IN G S T O N  

K IN  0177/8/9
P A T T E R N S  (W ood & Metal) 
C A S T IN G S  (Iron  & Non-Ferrous) 
G EA R  C U T T IN G  
G E N E R A L  M A C H IN IN G  

All at our 

K IN G STO N  W O RKS
Good D eliveries

FOUNDRY TRADE JOURNAL
C A P A C IT Y  A V A IL A B L E — ConW.
fT V H E P a t te rn  E qu ip m en t Co. (L eicester), 
JL Ltd., has im m edia te  c ap ac ity  for all 

types of wood and  m eta l p a tte rn s , eq u ip 
m ent fo r m echanised foundries » 
speoiality .—147, M ount Road, Leicester; 
te lephone  : 23773.

N o n - f e r r o u s  f o u n d r y .  C apacity  
availab le . F irst-c lass  q u a lity  c as t

ings, in  A lum inium -Bronze, G uum ctals, 
etc., ’ a t  com petitive prices, includ ing  
p a tte rn s  if requ ired .—B e e s t o n  L e e  & Co., 
L t d ., 33, Sw indon R oad, S tra tto n  St. 
M arg are t, W itts.

/  CA PA CITY , su b sta n tia l, av a ilab le  lm- 
Y y m ediately , fu lly  m echanised F oundry ; 
h igh  q u a lity  Grey Iro n  and M alleable 
C astings; boxes up to  28 In. by  16 in. by 
5 In . ; P a tte rn m a k in g  fac ilities  if  required . 
-B .  J .  W allace, 60, W ellington Street, 
Glasgow, 0.2.

C3A P A 0IT Y  av ailab le  for L ig h t Casting* 
J  w eighing  from  1 lb. to  6 owts., in- 

jln d ln g  C astings for V itreous E nam elling . 
-W este rn  L io h t  C astinos F o u n d ries ,

I.td., Falrw ood Foundry , Gowerton, near 
Swansea, m an u fac tu re rs  of m alleab le  Iron 
castings.

(1A P A C IT Y  av ailab le  for cas tings  
J  w eigh ing  from  1 lb. to  12 tons, In

cluding Quasi-Besserm iaed in g o t moulds 
i p  to  10,000 tons per annum .—T h s  C e o s s  
F o t jn d b v  & E n o i n e e e i n o  Co., L td ., Gor- 
leinon, n e a r  Swansea.

F O U N D RY  capac ity  availab le . For up 
to  5 cwts. m achine m oulded; fo r up 

to 2 to n s  floor moulded. P rom pt delivery .— 
L e w i s ’ F o u n d r y  Co., L t d ., A m m anford.

P A T T E R N M A K IN G  capacity  av ailab le  
fo r a n y  b ranch  of E n g inee ring .

Huick delivery. P rices quoted  on request, 
a s t I ro n  an d  N on-ferrous C astings

supp lied .—W .. H . F a r r a r  & S o n ,  B radford  
Road, M oorend, C leckbeaton, Y orks.
'P hono  204.

M IS C E L L A N E O U S
X X 7 A N T E D .—Old B roken F ire  B ricks.— 

TV  F u ll de ta ils  of q u a n tity  av ailab le  
and  price to  buyer, D a v id  B r o w n - J a c k s o n . 
L t d ., Salford W orks, H am pson  S treet. 
M anchester, 5.

M IS C E L L A N E O  U S — Confd.___

MO U L D IN G  BO XES fab rica ted  from  
Alum inium  Alloy o r Bteel; for a ll 

types of welded fab rica tio n  we can  give a  
first-class job  a n d  good de liv e ry .—The  

Glenmooe E no. Co., L td., E y re 's  Avenue, 
S tann ing ley  Road. Leeds. 12._______________

MA N U R E , especially  su itab le  for 
F oundry  w ork and  as supplied  to the  

trad e  for over 26 year». Q uotatlone on 
reqneat.—F ra n k  G insiek , M oxley, Wedne*- 
bury. ’Phone : 0688 W edneabnry________

33

CAST IR O N  chaired  sleepers av a ilab le  : 
N orth  M idlands 3 ,0 0 0 , M idlands 

6,000, South-W est 6,000.—Offers to  Box 
412, F o u n d r y  T r a d * J o u r n a l .

1> A T T E R N S  for a ll  b ranches  of E n g in 
eering. for H and  or M achine Mould

in g .— F u e u s to n  and L aw lox, L td ., Letch- 
w orth.

W E buy used o r . unserviceable Steel 
F iles  a t  good prices, in  lots of 

2 cw ts. or more.
T H O S . W . W A R D , L T D .,

R.S, D e p a r tm e n t ,
A lb io n  W o r k s ,  S h effie ld .

R e f r a c t o r y  m a t e r i a l s . - M o u l d 
in g  Sand, G an iste r, Lim estone, Core 

G um ; com petitive prices quo ted .—H enbau 
Sand Co.. L td .. Silver S treet, H a lifax .

P A TT ER N S m Wood or M otal; h ig h  
finish and  accuracy  m a in ta in ed ; 

p la te  a n d  m ultl-cored work a  sp ec ia lity .— 
Haywood Bbob., L lttleborongh , Lancs 
8643.

| w a n t e d " ]  y°bf surplus

STA IN LESS ST EEL
S H E E T  - 0 F F C U T 8 - B A R - 8 T R I P  o r  T U B E

B O U G H T  a t  b e s t  p r ic e s  o r  
E X C H A N G E D  f o r  w h a t  y o u  n o w  n e e d

SCRAP • STAINLESS or NICKEL
W e pay  b e s t  p rices  and  c o llect.

P u rc h ase  o ffe rs  by  r e t u r n  o f  p o s t  o r  
o u r  B u y e r  wi l l  b e  p l e a s e d  t o  call.

TAYLOR STAINLESS METALS LTD.
Slough ,  Bucks.  P h o n e  : S lough  21361

G r a m s : T a y s t e e l ,  S loug h

C R O O K E & C O ., LTD . associated with D IX O N  STA C EY  & C O .
P h o n e  : M ans ion H o u s e  0611 E s tab l i shed  1880 G r a m s  : K o k o a l ,  Bllga te ,  L o n d o n

FO U N D R Y  C O K E , SAN D, G A N ISTER  and all FO U N D R Y  SU PPLIES and REQ U ISITES.
Q uotations on rail and lo rry , In barge or delivered Into w orks .

C o n tra cto rs  to H .M . G overnm en t a n d  B r it ish  R a ilw a ys

C O A L  E X C H A N G E , L O N D O N , E.C .3.

K I N G  B r o s .
(Stourbridge), Ltd., STOURBRIDGE, England

Telegram» : ■■ K IN G  B B 08., STOUBBRIHGB.”

STO U RBRID G E C LA Y .
The  H lsB iav  Award» fo* Gas B xtoet» and o the i good» (In 
Fire Olay) have been »warded to K ina  Bb o t h ib i for their 
goods made from their renowned Sio u b b e id s i  F irb Oday.

M anu faH urtr i o f  C U P O L A  B R IC K S ,  Beat Q U A L I T Y .  
Lessees of D E L P B  »nd T I N T  E R L ' A B B E Y  B L A C K  and 
W H IT E  C L A Y . B R IC K S  T O R  R B Q B N B R A T I V E  S E T 
T IN G S . B L A S T  K U R N A C B  L IN IN G S . C O W P B R 'ta A  
other H O T  A I R  S T O Y B  B R IC K S .

C oke O ven B ricks a  spec ia lity .

D E P E N D A B I L I T Y
IN GREAT OR SMALL

IS
E S S E N T IA L . 

CHAPLETS are the SMALL
tb ln n  In t h .  FOUNDRY 
b e t th .  BEST »re NEEDED.

W A R I N G  B R O S .
QUALITY IS  dependable

T E S T  T H E M

Write—D O C K  W O R K S ,  B A R N S L E Y
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LOOSE PATTERNS
U P  T O  H IG H E S T  D IM E N S IO N S

PLATE PATTERNS
W O O D  and M ET A L  for M A C H IN E  

or H A N D  M O U L D IN G
Finest W orkm anship. H igh Technical A ssistance for Easy  Foundry Production  

M OST M O D ER N  S P EC IA L IS ED  P LA N T  IN  SO U TH  E N G LA N D  
Keen Quotations. Good D elivery.

1 «ad yoar aaqairlaa Co l
B. LEV Y & CO. (PATTERN S) LTD., OSBERT STREET, 

LONDON, S.W .I.
T d c p h o n a s ;  V icto r ia  1073 & V icto ria  7486

W O O D M ETALPATTERN MAKERS
P L A T E  O R  L O O S E  P A T T E R N S ,  M O D E L S , E T C .

Good accurate w ork  at com petitive prices and prompt delivery.
Under personal supervision.

j .  H. MAY
117, C EN T R A L STREET, LO N D O N , E.C.I

C LErk en w e ll 5085 & 3509 
B ra n c h  W o rk s  C R O W N  W H A R F ,  D A C E  R O A D , O L D  F O R D , E .3  A M H erst 3411

PREMO PATTERN COMPANY LIMITED
SUN STREET WEST, BIRMINGHAM 15

Phone : C A L T H O R P E  3188-9 

H AV E IM M EDIATE M A N U FA C TU R IN G  C A P A C IT Y  FOR

W OOD PATTERNMAKING
W e shall be pleased to send a representative to discuss your requirem ents.

P A T T E R N M A K E R S
(E n f ln .a r lm )  C O . LTD. 

S hrew sbury R o ad ,L o n d o n , N .W .10.
H ÎGH -CLA SS PATTERN S  

N O N -FERRO U S  
CASTIN G S

Phons :  E L G A R  8031/2

LAW S & SO N , •
( N e w  A d d re s s )

31 Hanbury Road, Acton, W .3 
(A C O rn  1883)

A ll ty p e s  o f  p a t t e r n s ,  W o o d  o r  
M e ta l.  S P E C IA L  L A R G E -T U R N 
IN G  F A C IL IT IE S . S u b - c o n tr a c ts .  
N o n - f e r r o u s  c a s t in g s .

A LL  TYPES OF W O O D  
& M ETAL PATTERN S  

C O O K E ,  B A I L E Y  L t d .
MORLEY ST., HANLEY, STOKE-ON-TRENT 

Telephon, : Stoke-on-Trent 2626

S U R R E Y  P A T T E R N S
9a FR ITH  R O A D , C R O Y D O N  • 

e n g i n e e r s  p a t t e r n m a k e r s  
Pine, Mahogany o r Metal Patterns 

fo r Plate o r Hand Moulding 
N on-Ferrous Castings 
T e le p h o n e  ! C R O . 0994

PATTERN S.
H. FO RREST & SO N S
(E N G IN E E R 'S  P A T T E R N M A K E R S )  Lt d .

C H A P E L  S T . ,  L E V E N S H U L M E ,  
M A N C H E S T E R . 19.

PHONE : RUS. 3699.

A L L  TY P ES  O F W O O D  A N D  
M ETA L P A T T ER N S .
Q U IC K  D EL IV ER IES .

Fu l ly  Qua l if i ed  R e p r e s e n t a t i v e  wil l  call  
an d  di scuss  Y O U R  r e q u i r e m e n t s  o n  t h e  s p o t



F o u n d r y  T r a d e  J o u r n a l ,  A p r i l  19, 1951

Tele6rarnS

Te\ePhoI' e

PROTECT YOUR PATTERNS BY 
USING MORE RAPPING PLATES!

S IZ E S  A N D  S H A P ES  T O  S U IT  
P A T T E R N S  O F  A L L  K IN D S.

IN  M A L LE A B L E  IR O N  
FRO M  I in. by Jfin. to 6 in. by 3 in,

W R ITE FOR  
LIST OF 
SIZES. J.W.&C.J. PHILLIPS LTD.,

POMEROY ST.. NEW CROSS. LONDON. 5.E.I4
PROMPT

D ELIVERY
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5 ton High Frequency Furnace Spark Gap G enerator and 15 lb. Furnace

Since the first high frequency furnace was installed by E F C O in Sheffield. in 1926,
our records show:—

*
1. 241 H.F. melting equipments totalling 50,320 k.W.
2. 169 Spark Gap Sets totalling 5,530 k.V.A.

SPECIALIST A T T E N T IO N  .  IMPROVED DELIVERIES . AFTER SALES SERVICE
Please send us your enquiry

We supply A L L  types of Electric Furnaces

ILdCTIROC <£©, ŁT®.
A s s o c ia t e d  C o m p a n i e s — ELE CTR IC RESIS TAN CE F U R N A C E  C O .  LTD. E L E C T R O -C H E M IC A L  E N G IN E E R IN G  C O .  LTD.

Over 96% of British High Frequency Furnace 
Steel is produced in E F C O  Equipment

(in collaboration w ith Metropolitan-Vickers Electrical Co. Ltd .)

N E T H E R B Y  .  Q U E E N S  R O A D  • W E Y B R I D G E  .  S U R R E Y
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THE D is tr ib u ted  in U .K . by :

G E O R G E  C O H E N  S O N S  & C O . L T D  • W O O D  L A N E  • L O N D O N  • W .  12

r  n  n  II  D E xp o rted  by th e ir A sso cia tes  :

g g S i j .K  K  & L  S T E E L F O U N D E R S  & E N G I N E E R S  L T D . • L E T C H W O R T H  • H E R T S
~ ~~ ■ B r ita in 's  La rg e st M a n u fa ctu re rs  o f  M ob ile  Cranes

th e  d riv e rs  w ho  a re  sk ilfu lly  o p e ra tin g  th em  

to d a y  h a d  n o  p rev io u s  ex p e rien ce  o f  h a n d lin g  a 

m o b ile  c ra n e  u n til th ey  “  h a d  a g o  ”  o n  a  Jo n es . In  fac t, th e  

c o n tro ls  a re  so  s im p le  th a t h a lf  an  h o u r ’s in s tru c t io n  is am p le  fo r th e  av e rag e  “ le a r n e r ” . 

M a y  w e sh o w  y o u  h o w  a Jo n e s  M o b ile  C ra n e  w o u ld  save  you  tim e , m o n ey , a n d  la b o u r?

H i l ' l M I I M

APRIL 30— MAY II  
CASTLE BROMWICH 

BIRMINGHAM

FTJ/512/J10
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CLIMAX MOLYBDENUM COMPANY 
OF EUROPE LIMITED

T E C H N IC A L  E N Q U IR IE S :
9 9 ,  P I N S T O N E  S T R E E T ,  S H E F F I E L D , ! .
(REG IST ERED OFFICE : 2-3 C R OSB Y S Q U A R E ,  L O N D O N ,  E .C .3 )

T o  talk o f  “ Section S ensitiv ity” is another way of 
saying that castings which vary widely in thickness 
and mass are troublesom e to the foundrym an.

M olybdenum  as an addition to  cast irons is specially 
efficacious in reducing the section sensitivity.

Suitable additions o f M olybdenum  enable castings 
showing great variation in  section o f different parts 
to  be produced successfully w ith small variations 
o f  hardness from  thick to  th in  section.

By m aking suitable additions o f  M olybdenum  at 
the spout or in the ladle, it is possible to  cast a 
range o f bo th  light and heavy castings from  good 
iron , using the same base com position .

These im portan t practical advantages are easily and 
economically available to  any foundrym an — send 
for our book “ M olybdenum : Steels, Irons, A lloys.”

On
section 
sensitivitu

#  CII
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FO U N D R Y  M EC HANISATIO NS (BAILLOT) LTD.
Specialists in Sand Preparing and Handling and Continuous Casting Plants 

1 9  V I C T O R I A  S T R E E T ,  L O N D O N ,  S . W . l
T e l e p h o n e  : AB Bey  6 6 4 4  T e leg ra m *  : F O U M E C ,  P H O N E ,  L O N D O N

FOUMEC (Regd. Trade Mark)

SUPER BAILLOT SAND MILLS
Prov. Patent 9525148 & 9526/48

(USED BY LEADING FOUNDRIES  
IN ALL COUNTRIES)

I S B 8 * SB9 
CONTINUOUS
For larger Installations 
dealing w ith  o netype  of 
sand.

I SB8 & SB9 
C O N T I N U O U S  WITH 
PRE - MI XE RS
For large installations 
dealing w ith  synthetic 
sands.

(In addition the SB8 and 
SB9 can be supplied as 
b a t c h  o p e r a t e d  i f  
requ ired .)

SB7 S a n d h i l l  
f  B a t  c h a-n d 
C o n t l n u o u  s 
O p  e r a t o d  )

We make— Continuous Casting Plants • Sand 
Handling Plants - Sand Preparation Plants 

Automatic Hopper Control Installations 
Also— Disintegrators, Rotary Screens, Mould 
Conveyors, Elevators, Conveyors, Knockouts,

I S B 7  BATCH O PE RA T ED
Suitable for small foundries o r 
facing sand preparation.

« S B 7  BATCH a CONTI NUOUS 
O PE RA T ED
Su itab leforsm all insta lla
tions, requ iring facing 
and backing sands.
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E lim inate  d u s t  an d  fu m e s  
• • • a n d  in c rease  p ro d u c t io n

F o u n d ry  co n d itio n s h ave  received  o u r  c o n stan t s tu d y  

a n d  a tten tio n .

Specially  d esig n ed  h ig h  efficiency, econom ical p lan ts  

in s ta lled  to  deal w ith  every  d u s t a n d  fu m e  p ro b lem .

O U R  TEAM  O F SP EC IA L IST  
EN G IN EER S  W ELC O M ES  T H E  
O P P O R T U N I T Y  O F  S I T E  
D I S C U S S I O N  O F  Y O U R  
PRO BLEM S.

T R A U G H B E R  F I L T E R  C O .  L T D .
4 1 / 4 2  P A R L I A M E N T  S T R E E T  • W E S T M I N S T E R  • S . W . I

< T e l e p h o n e :  W h i t e h a l l  0748/9 .

IN  A S S O C I A T I O N  W I T H  J O S H U A  B / G W O O D  & S O N  L T D .
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Sypeciatiôiô, in  
CompCete SxumcUy. 

A i e x & a n i ô x d i a t i  fxvc  

<nwt a  qucvden, af. 
a  centw iy.

DATER SOW HUGHEC
1  E N G IN E E R IN G  C O M P A N Y  L IM IT E D  k J
W y n d f o r d  W k s .  M ary h l ll ,  G la s g o w .  T e l :  MaryhIU 2 172 /4  
B e d fo rd  H o u s e ,  B e d fo rd  S c . , W . C . 2 T e l : T e m p l e  B a r 7 274 /6  
30.  H o rd e  Fair ,  B i r m ln e h a m .  I T e l*  Mid land  3435

V E R T I C A L  CONTINUOUS 
CORE DRYING 

OVENS

TMi NAM! -CONVI VINO -6v£NS

W m ^5S=~

* • 5 = ? k î1 È & £ S & '.

AL8 0  M A N U F A CT U RE R S  OF

SH ELF T Y P E , D R A W E R  

T Y P E , A N D  B O G IE  TY PE  

© VEN S. W I T H  O R  

W IT H O U T  FO R C ED  A IR  

C IR C U L A T IO N . G A S  

O R  C O K E  F IR ED .

L J BALLARD  gCO. LTD.
T I V I D A L E  •  T l » » T O I * !  • S T f l L F E S -p n o r w E  t i p t o n  l a « « / . !
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GRINDERS &  DUST EXTRACTORS
F O R  E V E R Y  W O R K S H O P  O R  F A C T O R Y

10' DOUBLE-ENDED GRINDER
P rice : (Ex works) 

£34. 10. o.
★

Also available  

16" Double-Ended 
Grinder

P rice : (Ex works) 
£ 105. o. o.

D .E.3. and D.E.4. type 
T w in  Portable

DUST EXTRACTOR UNIT
P rice : (Ex works) 
D .E .3. £70- 0.
D .E .4- £76- 15- °-

A lso  available 
S.E.3. Single 

Portable Type
Dust Extractor 

Unit
P rice : (Ex Works) £48. o. o.

24" DOUBLE-ENDED GRINDER

Price : (Ex Works) £242. 8. 0.

DUST EXTRACTOR UNIT

Price: (Ex Works) £114. 18. o.

says Sam Staffa
‘ STAFFA’ HEAVY DUTY GRINDERS
Robust, well-made machines; carry large 
reserves of power ; include refinements such 

as adjustable spark flaps and work rests ; heavy steel 
guards to wheels ; V-belt drive for shaft running in 
ball-races; flush-mounted push-button starter with 
overload trips for 3-phase A.C. ; provision for 
connection of dust-collection trunking. Delivery Ex 
Stock.

‘ STAFFA’ DUST
Self-contained; designed to take up minimum space; 
Filtration through bags via ducting to outside of 
building. Units suited for dust-collecting and polishing 
machines. No fixing to floor. Suction inlets adaptable 
for 1 or 2 m/cs.
W rite  or phone now fo r  fu l l  details : D elivery E x  S tock

CHAM BERLAIN IN D U STRIES  LTD
Staffa Works, Staffa Road, Leyton,
London, E.io. LEYtonstone 3678

EXTRACTION JJNITS
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A St&pce -kJaCCurxn/c aict to

¡ A c i r t e € f V e * ‘

PARTING FLUID

C U T
MOULDING

J j : —  « H I G H E R  O U T P U T

M e  « b e t t e r  m o u l d s  C STS • • •  B  « I M P R O V E D  F I N I S H
M  •  H A R M L E S S  N O N -T O X IC  

M  •  P E R F E C T  P A T T E R N  S T R IP  

© PATTERN HEATING UNNECESSARY

GIVE YOUR PATTERNS AND CORE BOXES THE WONSOVER NOW

STONE-WAILILWOM
M M I T E B . I 5 Z  VICTORIA STREET. LONDON. 5.W.I

(Incorporating The Coleman Foundry Equipment Co., Ltd.)
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H O . ' °

P R E P M ® 0

r V J ^ C K ' N G

•  T h e  C o r e
_  n d M o u l ^ “ s h  

¡RON CASTINGS

rRON CASTINGS 
, c p E C I A L  I R ° w

S T E E L M O U o - t —

BLACK '»1 0  “ . gA N ,STEB AND

" T l

tLW OLf“ 51“

H ,GH - k e  • COAL D MtNlOM

* ^ ^ , o T 0 M S  l T 0

, a « k
« * * * ,  J S S S -  “  “ * 57
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A rour» t»b|. p i,« S S ®

t S S U - u y  «»> i?“c ' «

r „c are realising that 
Hore and more h their output

• n  sTe »“ p =f

^ S " edbyouren5,n
W r i t e  f o r  « ‘ » 'O S “ « -

T i l g h m a n ’ s P a t e n t  S a n d  B l a s t  C o . L t d .
BRO A D H EA TH , Nr. M AN CH ESTER Tel. ALT 4242 
London O ffice : 17 G R O S V EN O R  G A R D EN S , S .W .I . T e l. V IC  2586



MOOERN TYPE - OUTSIDE OPERATION
  vH

O N E  C L I E N T  IS 
S A V IN G  m m
PER YEAR.
CAN W E  SAVE  
THIS FOR Y O U  ?

$  ROOM S, BARRELS 
$  CABINETS 
ft R O T A R Y  T A B L E S  

Embodying 50 years 
of experience 

Telephone:
TRAPFORD PARK 1207

(4 lines)
Telegrams r
G E O R G IC  M A N C H ESTER

ST.GEORGES ENGINEERS LTD.. ORDSALL LANE. MANCHESTERS

äwt ATLAS
m m u  i
I R O N  Ä N D  S T E E L  ffl 
PRESERVATIVE PAINTS M

/H id  heduce 4iftkccft casts f
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Many Engineering Firms have found the com 
plete answer in ATLAS RUSKILLA Iron and Steel 
Preservative Paints. Based on truly rust- 
inhibitive ingredients, these paints — available 
in Black, White, Aluminium and Colours — dry 
to a tough, elastic, protective film with good 
gloss and rem arkable stamina. Let us send you 
full details.

A TLAS PR ESER V A T IV E C O . L T D ., E R IT H . K E N T  
P h o n e  : ERITH 22SS (3 line») ’G ram s : D o o x y d ize r, Erith

TAS/A..23«.
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LEES HALL & SONS LTD.
RAILWAY WORKS,  AND F O U N D R Y
NEW  ROAD, NEW HAVEN, SUSSEX. Tel: NEWHAVEN 414

A ctual M anufacturers o f all types o f M etal 

M elting Furnaces including Cupolas, N ickel 
Alloy, Bronze, Brass, A lum inium , Z inc and Lead 

M elting Furnaces.

All types and sizes o f H eat Resisting Iron  

Crucibles, cast to custom ers patterns and 

requirem ents, o r ex stock if standard  sizes for 

general alum inium  melting, lead and zinc.

' j ę  Sem i-rotary and R o tary  M elting Furnaces, 

R everberatory  types, all sizes.

O I L  G A S  S O L I D  F U E L

LEES HALL & SONS LTD.
RAILWAY WORKS,  AND F O U N D R Y
NEW ROAD, NEW HAVEN, SUSSEX. Tel: NEWHAVEN 414
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• 150  L B S  N I C K E L - B R O N Z E  M E L T E D  I N  3 0  M I N U T E S

— and now  fo r  th e  sm a ll founder

T Y P E  5 0 / 1 5 0

Write today for leaflet 50 j 150 describing this New Furnace

SKLENAR FURNACES LIMITED
Head Office & Works

C O L C H E S T E R  ESTATE -  CARDIFF
Phone & Telegram s------------------------------------------ — -------------------------------- CARDIFF 45615

S ER V IC E A N D  SA L E S  A G E N T S  IN  M O S T  O V E R S E A S  C O U N T R IE S

-----------------1 0 0  L B S  G R E Y  I R O N  M E L T E D  I N  4 5  M I N U T E S

*  SAVES TIM E

★  SAVES LABOUR

*  SAVES M O N E Y

★  NO CRUCIBLES

*  SAVES SPACE

*  SAVES FUEL

*  REDUCES M ELTIN G  
C O STS (including Fuel

Power and Refractories) to 22/6d per  
ton of Metal

S P E C I A L  N O T I C E  F O R  T H E  S M A L L  F O U N D E R
IN  O R D ER  T O  B R IN G  T H E  A D V A N T A G E S  O F  T H E J S K L E N A R  [M ET H O D  
O F  M EL T IN G  W IT H IN  T H E  S C O P E  O F  T H E  S M A LLE R  F O U N D E R  
S P E C IA L  D EFER R ED  T ER M S  O F  P A Y M E N T  C A N  BE A R R A N G E D .
IF  Y O U  W IS H  T O  T A K E  A D V A N T A G E  O F  T H IS  S C H E M E  W R IT E  
F O R  F U L L  P A R T IC U L A R S .

150 
LBS 

OF 
B

R
A

SS 
M

E
L

T
E

D
 

IN 
15 
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STURTEVANT ENGl N EERING CO. LTD.
SOUTHERN HOUSE. CANNON ST.. LONDON E.C.4.

T E L E P H O N E :  M A N S IO N  H O U S E  0 5 5 3

AEROGRAPH
DEVlLBISS

CVS-247

T H E

P O W E R  & P O R T A B IL IT Y
of

S T U R T E V A N T
HEAVY DUTY  

VACUUM CLEANERS
prove ideal for Foundry cleaning

t h e  sy m b o l o f QUALITY

N ote here the adaption of sling straps to the truck- 
mounted type of cleaner and the most convenient method 
of overhead cleaning. In th is way dust is prevented from 
accumulating and eventually dropping.

F u ll d e ta ils  o f  S tu rte v a n t Vacuum  C le a n e rs  fro m  re fe re n c e  2 6 1 F Y .I0 I .

B y  co u rtesy  o f  
Sm ith  - C layton  
F org e  L im ite d .

A ERO G RA PH  • DeVILBISS ADDS Y EA R S  OF LIFE
The first A ER O G R A P H  • D eVILBISS  compressor was engineered to 

provide a reliable source of compressed a ir at low cost for spray-painting 
operations. Today, every life-extending feature and many exclusive 
developments are proving to users that A ER O G R A P H  ■ D eVILBISS  A ir  
Compressors pay dividends through th e ir unfailing performance and 
long trouble-free service.

Full particulars of the range of A ER O G R A P H  ■ D eVILBISS A ir  
Compressors w ill be sent on request.

T H E  A E R O G R A P H  C O . L T D ., L O W E R  S Y D E N H A M , L O N D O N , S.E.26 
B IR M IN G H A M  • B R IS T O L  G L A S G O W  • M A N C H E S T E R
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W A N T E D
from

F A C T O R IE S  
A N D  W O R K S
E v e r y  k i n d  o f general 
and process scrap  and 

obsolete plant.

COMPRESSORS & EXHAUSTERS
FOR AIR OR GASES

ARON FOUNDRY EQUIPMENT
W e specialise in the manufacturing of,

S IN G L E  H A N D  S H A N K S .
From 28 lbs. Capacity.

D O U B L E  H A N D  S H A N K S .
From }  to 3 C w ts .

G EA R E D  C R A N E  L A D LE S .
Com pletely Enclosed Machined Gears w ith  or 

w ithou t C overs . 3 C w ts . to  2 Tons.

U N G E A R E D  LA D LE S .
W ith  Bail o r Detachable Handles. From  3 C w ts .

to 30 C w ts .

Price Lists on application to :

H. BECK  & SO N  LTD., 
M ARLEY ST., K EIG H LEY , 

YO RKS.
Phone 4132.

Theac Vertical double-ac.tin* crowhead type compre**ora are 
built as single and two-stage machines for pressures up to  40 and 
120 lbs. per sq. in . They are built in a range of sizes for 
capacities up to 10,000 and 5,000 cu. ft. per minute respectively

F o r  p a rticu la rs  o f  these machines and fo r  o ther types w rite  to :  R e f .

R E A V E L L  & C O ., L T D ,
R A N E L A G H  W O R K S , I P S W I C H
Telegram s : “ Reave! 1 Ipsw ich." 'Phone : 2124 Ipswich

‘Get me out of 
this dump’

sa ys '

JACK SCRAP

Speed the

SCRAP
Speed

the Steel
Issued for the STEEL SCRAP DRIVE by the 

British Iron and Steel Federation
STEEL HOUSE, TOTH1LL STREET, LONDON. S.W.l T.J

How many tons of iron and steel scrap 
would you find in odd corners if you had a 
thorough search made? 

Find that scrap, round it up, turn it in. 
Every ton of scrap that gets back to the 
steelworks will make a ton of new steel.

S c rap  M e rc h a n ts  a re  g lad  to  help 
w ith d ism an tling  and collection .
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FOUNDRY FACINGS FOUNDRY FURNISHINGS

S H A L A G O
B O N D E D

B L A C K I N G
M IX  O N L Y  W IT H  C L E A R  W A T E R  

FO R
D R Y SA N D  M O U LD S  
A N D  C O R E W A S H

W* CIJ/UMING & O ' UP
GLASGOW FALKIRK CHESTERFIELD

DEEPFIELDS near BILSTON 

& MIDDLESBROUGH
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ACCURATELY DRILLED AND REAMERED 
A L L  B O X E S  IN T E R C H A N G E A B L E  
S IZ E S  & SHAPES TO REQUIREMENTS

B I L S T O N  STOVE & S T E E L  T R U C K  ¿ I
BILSTON p h o n e  BILSTON 4 1 9 2 . 1 .  STAFFS.

of air stream, by movement of a knurled control; 
suitable for the most delicate operation yet 
capable of giving a fierce blast. Gun Metal 
Body, Black Crackle Finish.

PNEUMATIC COMPONENTS LTD,,
E Y R E  S T R E E T  • S H E F F I E L D  • E N G L A N D
TEIEPHOHE SHEFFIELD 2656 ( 1'»*) •  TELEORAMS 'NEWCOM -SHEFFIELO'

L E T  US

VITREOUS ENAMEL
Y O U R  C A S T IN G S  

A N D  T H E R E B Y  IN C R EA S E  
Y O U R  S A L E S  I

THE RUSTLESS IRON Co., Ltd.,
Trico  W orks . . .  Keighley

F O U N D R Y  & F A C T O R Y  

C LEA N IN G  PA IN TIN G  AN D

LIMEWASHING
Immediate Capacity— Countrywide Service

© r  @ V ©
P A IN T IN G  and D E C O R A T IN G  C O . LT D .

R uby  T r ia n g le ,  
L o n d o n ,  S .E .I5  
N e w  C r o s s  2187

&
LEEDS

Regd .  Off ice :  Sackvill e  S t . ,  
Sa l fo rd ,  3. Lancs 

BLA 609 8/9

R E G D .  T R A D E  MARK

FO U N D R Y  
REQUISITES

•
M oulders S ing le, D oub le  and  T r ip le  S tu d s , Perforated 

T in p la te  C haplets, M o to r C ylinder S tuds , 
R ad iato r C hap lets , Sp ira l D enseners,

Skim m er G ates, N ail C haplets,
P ipe N ails, P in  S tu d s ,

M o u ld ers’ B rads, 
etc.

@ For best quality and service specify 
“ Marbat ” when ordering from  your 
usual merchant or stockist.

IF  ANY DIFFICULTY W RITE DIRECT TO

M ARSDEN &  BA TESO N  LTD .
6 7 /6 9  Scholefield St., Birmingham 7

P h o n e :  A S T o n  C ro ss  2459.  G ra m s  : “  M a rb a t , B irm in g h a m  7 ”

M O U L D I N G  B O X E S
SPECIALLY DESIGNED CHANNEL SECTION
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The first issue of The Nickel Bulletin was sent out 21 years ago. Ever 
since, m onth after m onth, i t  has found its way to  the desks of m etal
lurgists, chemists, engineers, works m anagers and m any others concerned 
with the production or use of metal. I ts  abstracts of current published 
inform ation provide a valuable second opinion whenever nickel and its  
alloys are being considered. You can have the Nickel Bulletin constantly 
a t  your elbow by asking to  be p u t on the mailing list now. There is no charge.

TH E MOND NICKEL COMPANY LIMITED • SUNDERLAND HOUSE • CURZON STREET • LONDON • W .I

you w ant a second opinion ?Do
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STEWART & GRAY LTD
F O R

VITREOUS ENAMELLING
ON CAST AND SHEET IRON,

SPECIAL REFRACTORY COATINGS 
A N D

E S C O L  E NA ME L S
M A N U FA CTU RERS AND SUPPLIERS T O  T H E  IN D U STRY

PAISLEY SW A IN S ROAD LO N D O N ,
W O R K S S.W.I7.

M ITCHAM  1634 ESC O L , T O O T , LO N D O N

MARCO
C O N V E Y O R  i E N G I N E E R I N G  C O .  L T D .

Represented in:
S o u t h  A f r i c a  

Israel  
B r i t is h  

W e s t  In di es  
F r a n c e

B e lg iu m  
C h i n a  

S o u t h  A m e r i c a  
In di a

■At Cata logue fre e  on request

W E  A R E  D ESIGN ERS A N D  M A N U FA C TU R ER S O F A L L  
TYPES O F H A N D LIN G  EQ U IPM EN T, ELEVA TO R S , C O N 
V EYO RS , SC REEN S & BU N KER S . ALSO  A LL  TYPES OF 
FO U N D R Y  M ECH AN ISED  & R E-C O N D IT IO N IN G  PLAN TS
O ur Technical Department Is at your service if you are In
terested In labour-saving devices and in speeding production

R O W I N  W O R K S ,  L Y N N  R O A D ,  L E Y T O N S T O N E ,  E . l l
T e le p h o n e :  L E Y T O N S T O N E  2254/5 T e le g r a m s :  E N G IM A R C O , E A S P H O N E
M idland  O ffice : 3 B O N D  ST ., H O C K L E Y , B IR M IN G H A M  19 T e le p h o n e : C E N T R A L  2917

F o r  efficient and economical handling,  it pays to consult M A R C O

m m m

M E C H A N I S A T I O N  P L A N T S

A 1 One of the largest designers 
and m anufacturers of Foundry 
Mechanisation Plant and Sand 
Conditioning Plant in the country
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RICHARDSON ENGINEERING (B’HAM) LTD

Sole Agents for the Midlands fo r :
SPEN STEA D —SH O T BLA ST PLA N T— DUST UNITS 
P N E U M A T I C  C O N V E Y O R S ,  E T C .
ROPER — CU PO LA S — C H A R G IN G  
M ACHINES — G EA R ED  LA D LE 
HOISTS — LA D LES — PIG
IRON BR EA K IN G  
M/C’S, ETC .

So/e Agents in U.K. for : 
RYKE

C E N T R IFU G A L  CASTIN G  M ACHINES 
FOR A LL  PURPOSES 

C.E.R.I.—C O N TIN U O U S C O R E BLO W IN G  
M ACHIN ES— C O R E SAN D M IXERS—V IBR A TIN G  

TA B LES— PN EUM ATIC  IN JECTIO N  M O ULDIN G M ACHINES.

333 I C K N I E L D  P O R T  R O A D
BIRMINGHAM 16

G RAM S: R IC H A R D S O N  B IR M IN G H A M

P E L L E T E D AN OUTSTANDING ADVANCE 
IN MOULDING SAND PRACTICE.

FOUNDRY
PITCH

AS MENTIONED IN THE 
PRODUCTIVITY TEAM REPORT 
ON GREY IRONFOUNDING

BRITISH PATENT 
No. 632734.

TECHNICAL INFORMATION, 
SAMPLES ETC., FROM THE 
SOLE MAKERS

THE MIDLAND TAR DISTILLERS LTD.
OLDBURY BIRMINGHAM.
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Telephone: REDHILL 3521

Three-Cabinet “TRÄYKOR”
D ries 3 tons of O ilsand 
C ores and consum es only 
2 cwt. of Coke b re e z e  p e r  
shift.

Perfect Cores obtained!
Each cabinet m ay b e  r e g 
ulated separa te ly  o r shut 
off altogether.

Practical, reliable and economical Stove!

Sole Supp l ie rs  : MODERN FURNACES & STOVES LTD.
BOOTH STREET HANDSWORTH BIRMINGHAM 21

Te lep ho ne : SM Ethw Ick 1591 & 1592 Te leg ram s: M O FU STO LIM , B ’ham 21

Published  by th e  P ro p rie to rs . I n d u s t r i a l  N e w s p a p e r s ,  L i m i t e d , 4 9 . W ellington  S tree t, S trand , London, W.C.2, a n d  P r in te d  
in G rea t B rita in  by H a r r i s o n  & Sons, L t d ., P rin te rs  to  H is M ajesty. T he K ing , London, H ay es  (M iddx) a n d  H ig h  W ycom be.
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HEPBURN CONVEYOR CO. LTD.
Telegrams  “  C O N V E Y O R  ”  Telephone  3695-6-7 W 7  1 " fZ  |  11  ' if T \

FOUNDRY MECHANISATION SPECIALISTS ' .........................
Designers and Manufacturers of Sand Treatment Plants Also “  COLHEP ”  d k i l t i n g  Au n i t

IUustxation of Sand Treatment Plant in small foundry using 4 moulding machines and turning out
12/15 Tons of Small Castings per week.



MOULDING SAND

( P R O PR IETO R S, THOS.W. WARD LTD.)
ALBION WORKS • SHEFI

Telephone , SH EFFIELD  26311, M A N SFIELD  371 (Quarries)

V O L  90 WITH WHICH IS INCORPORATED THE IRON A N D  S T E E L  T R A D E S  J O U R N A L

No. 1807 A P R IL  19, 1951
R e g is te re d  a f t h e  G .P .O . a s  a N e w sp a p e r O ffic e s : 49  . W e llin g ton  S t r e e t . S tra n d  , London , W .C .9

Single C o p y ,  9 d .  By Po s t ,  
I Id .  A n n u a l  S u b s c r ip 
t io n ,  H o m e  40 / - ,  A b r o a d  

45/ -  ( P re p a id )

FOR SIMPLE AND HEAVY MOULDINGS

EA RLY  D ELIV ERY T E I S E N  F U R N A C E S
FOR ALL INDUSTRIES
K IN G ’S N O R TO N , BIRM INGHAM

Rl D SD  A LE— D IE T E R T

M O I S T U R E  T E L L E R
E N T IR E L Y  N E W  D E S IG N

D U R A B L E
T H E R M O S T A T IC A L L Y  C O N T R O L L E D

LT D ., S A N D  T E S T IN G  S P E C IA LIS T S  
M ID D L E S B R O U G H  Y O R K S .

R ID SD A LE  & C O  
234 M A R T O N R O A D ,


