
Y o u  m a y  h a v e  to ta k e
a stro n g

WITH WHICH IS INCORPORATED T H E  IR O N  A N D  S T E E L  T R A D E S  J O U R N A L  S ing le C o p y , 9d. B y  Po st, 
J U N E  7 ,  1 951  * . .A n n u a l .S u b scrip -

> L . 9 0

N o .  1 8 1 4  j w i i f c .  t ,  i » a  t io n , H o m e  40/-, A b ro ad
R egistered at the C .P .O . as a N ewspaper O ffices: 4 9 , W ellington S treet, Strand , London, W .C .2  45/- (P re p a id )

to  ensure th a t  your copy of our H andbook 
“  Nickel in N on-Ferrous Castings ” is in th e  rig h t place when you w an t it.
I t  contains a  w ealth  of in form ation  on m elting, casting and precision casting 
of non-ferrous alloys contain ing  nickel, and  you m ay n o t be alone in finding 
i t  useful. I f  you are concerned w ith  th e  production  of non-ferrous 
castings and  have n o t received a copy, w rite  for one now, free of charge.
I f  your copy has been “ bo rrow ed” , we shall be pleased to  supply  a  new one. 
No do u b t you can m ake you own arrangem ents for its  safe keeping.

T H E  MONI) NICKEL COMPANY LTD • SUNDERLAND HOUSE • CURZON STREET • LONDON ■ W 1

n / x r / l

~  I N
REFRACTORIES FOR EVERY PURPOSE

JO H N  G. STEIN  & C O . LTD . 
B O N N YB R ID G E • S C O TLA N D

BRITISH MOULDING MACHINES
B R I T I S H  M O U L D I N G  M A C H I N E  C O M P A N Y  L I M I T E D  
F A V E R S H A M  K E N T  ph o n e  F A V E R S H A M  2246
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SUPER REFRA
. » ¥

C A R B O R U

Annealing a large tank in a “CARBORUNDUM’-b u ilt  
muffle furnace prior to  glass enamelling.

Photograph by co u rtesy  of

Enam elled M etal P roducts L td., Leven, Scotland. 
W e are at YOUR service, too.
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LARGE SH O T  BLAST CLEAN IN G ROOM
Pressure Appliance wholly above ground level. Abrasive Cleaner. Screen 

Filter. Deodoriser and Filter for Helmet air.

1 J .  W.  J A C K M A N  & C O M P A N Y
V U L C A N  W O R K S ,  B L A C K F R I A R S  R O A D  

M A N C H E S T E R ,  3
TELEPHONE: DEANSGATE 4648-9 TELEGRAMS: BLAST, MANCHESTER



4 FOUNDRY TRADE JOURNAL JUNE 7, 1951

Specially high-grade Tropenas steel Castings were 
ordered from a certain firm. In  order to produce 
them the sulphur content of the cupola-melted iron 
used had to be greatly reduced. The firm was 
already employing I.C .I. sodium carbonate in the 
ladle to desulphurise the iron, so I .C .I. were asked 
for advice. They recommended that the fullest 
benefit of the sodium carbonate process would be 
obtained if  the siliceous ladle lining were replaced 
by a basic fining.

W ith the new ladle fining, sulphur elimination 
increased from the existing 50% to as high as 
70%. Furthermore, in spite of the higher initial 
cost of the basic refractory, the life of the new

fining was so much longer that the refractory 
cost per ton of iron heated was actually reduced.

Sodium Carbonate in the ladle is the accepted 
process for refining cast iron, and used efficiendy 
will
★ reduce the sulphur content
★ eliminate sulphide segregation
★ improve the structure
★ minimise porosity
★ remove non-metallic inclusions
★ reduce overhead costs.

Allied to the supply of Sodium Carbonate there 
is a technical advisory service at your disposal to 
assist in achieving the most efficient results.

Refine cast iron with

S O D I U M  C A R B O N A T E
For details of the sodium carbonate process write to :

I M P E R I A L  C H E M I C A L  I N D U S T R I E S  L I M I T E D ,  L O N D O N , S .W .l
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FAM OUS BINDING C OM POUNDS

Those who know best know no better

r a p i d ,  REPETITION core-making is 
largely dependent on the quality of 
materials being maintained with ab
solute regularity. Some core oils — 
including even the finest linseed oil 
— vary just enough from one bulk 
delivery to another to make things 
difficult and adjustments necessary. 
I f  processes have to be altered to 
allow for differences in material 
characteristics, time is wasted. W hat 
should have been a routine job 
becomes a special operation; effici
ency is set at hazard, costing goes 
awry, in all probability money goes 
down the drain.

T he g l y s o  series of Core Com
pounds, Permol, Exol, Bondol, etc. 
—specially developed in the f o r d a t h  

laboratories and tested over the years 
in full scale practice— do not vary 
from specification when delivered, 
and are stable in storage. They are 
clean to handle, do not dry out 
rapidly on the core-bench; cores 
have just the right green and baked 
strengths for the job, and trouble- 
free ‘knock-out’ after casting — 
qualities which help the foundry- 
man all along the line.

FOEBM TH
at the core of good work in the foundry
Full details from:
T H E  I ’O R D A T H  E N G I N E E R I N G  C O . L T D .  H A M B L E T  W O R K S , W E S T  B R O M W IC H , S T A F F S  

t e l e p h o n e  : West Bromwich 0549, 0540, 1692. t e l e g r a m s  : Metallical West Bromwich.
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-  P w d u c t i t s i Ú /

T o solve the problem o f movement in Heavy Industry, Collis have designed Heavy Duty 
RolaVeyor. By this means heavy loads can be moved quickly from place to place by gravity 
which is not only free, but infallible. But sometimes a gravity conveyor is impracticable 
because levels are unsuitable, and yet the nature of the goods to be shifted calls 
for The RolaVeyor, for this situation there is Powered RolaVeyor. Both 
types are available, w ith fully protected ball bearings, for heavy 
industrial use. Whichever is applicable it is true to  say 
that in Heavy Industry—increased mobility 
m eans g rea te r  p ro d u c tiv ity .
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W h e n  w e r e  y o u r  f i l t e r s  l a s t  i n s p e c t e d ?

YOKES
limi&eM ojj ûcœntojjic jpJJywJwn

VOKES I.TD. Head Office: GUILDFORD, SURREY. London Office: 40 Broadway, Westminster, S .W .l
Y O K E S  ( C A N A D A )  L T D . ,  T o ro n to  —  Represented Throughout the Worfd —  V O K E S  A U S T R A L IA  P T Y ., L T D . ,  Syd ney

E n su re  u n eq u a lled  n itration  ellicien cy b y  IN S P E C T IN G  
y o u r Vohes F ilte r s  at the stated re g u la r  in terva ls  

an d  R E P L A C IN G  the elem ents w hen n e ce ssa ry

Over the past thirty  years a considerable am ount of money and time has been spent in the 
development of VOKES filters, so tha t to-day they are capable of m aking tremendous savings in wear 

and tear, oil and fuel. BUT THIS CAN ONLY BE SO IF  THE FILTERS ARE CORRECTLY 
MAINTAINED. IT IS VITAL THAT THE STATED SERVICING 

PERIODS ARE RIGIDLY ADHERED TO AND THE ELEMENTS REPLACED WHEN INDICATED. 
M anufacturers fit these filters because they represent an insurance, at a very low premium, against wear 

and tear, depreciation and breakdown . . . THEREFORE TO NEGLECT THESE FILTERS IS 
AKIN TO THROWING AWAY A VALUABLE INSURANCE BY NEGLECTING THE PREMIUM.

A W O R L D - W I D E  F I L T R A T I O N  S E R V I C E  A T  T H E  C O M M A N D  O F  I N D U S T R Y
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THE NEWEST AND MOST EFFICIENT SMALL SAND MILL
#  Unusual design —  engineered by Experts.
#  Totally  enclosed vertical wormgear drive.
#  5'-6" diameter Revolving Pan w ith plough discharge.
#  Output —  approximately l |  TO N S OF SAN D  PER H O U R .

AN IDEAL L ITTLE  MILL AT AN ATTRACTIVE PRICE

F
LI

PI

OU N DRY EQU IP ME NT 1
EIGHTON BUZZARD BEDFORC
T O N E " .  L E I G H T O N  B U Z Z A R D  2 2 0 6 - 7 .  G R A M S :  E Q U I P M E N T ’ L E I G H T O N

„T D
»SHIRE.

B U Z Z A R D

A

%  B M d & u u t

B R IT IS H  P A T . A P P . N O .
4 4 6 4 /5 0 .

P R O V . P A T E N T S  IN  
O T H E R  C O U N T R IE S .

/  Foundry Efficiency

T R A D E  M A R K .
T H E  S Y M B O L  O F  T R U E  S E R V I C E  . .  . .



FOR A U  FOUNDRY APPLICATIONS AND ST E E L  M ILLS

W&C PANTIN LTD CENTRE DRIVE EPPINC ESSEX EST 1788
D E S IG N E R S A N D  M A N U F A C T U R E R S  OF R O L L E R  C O N V E Y O R S  O F  ALL T Y P E S
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In  the handling of steel products or 

castings a t the mill or in the  foundry, P an tin  heavy du ty  roller conveyors are 

effecting economies along every step of production. You will find P an tin  

engineers keen to  co-operate in the  designing and building of heavy du ty  

conveying equipm ent to  suit your job w ith efficiency and low cost performance.



e s r i i Ê i a

SHAKE-OUT MACHINE
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 }

CoijerUU

Mechanised shaking out quickly' 
pays its way by extending the 
accurate life o f your moulding 
boxes—the foundryman’s most 
important tool. You can reduce 
wear and tear on men and boxes 
at the knockout by installing 
Sterling Shake-out Machines. 
Capacities from 5  cwts. to 5  
tons, engineered with Sterling 
thoroughness and experience.

S T E R L I N G  F O U N D R Y
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HO.

B\ACK'mG
•  The

Core

for [ R O N

n d  M o U l d  W u S h  

ASTINGS

d s p e c ia l  i r o n  c a s t in g s  

S T E E t W O U f o — "  ^

t e b ra  FLftKEo M 1s H "  fo R

- i
^ - r r T o *  a D

JAMES 0 » * * t
* > « « *  ¡ £ £ 5 *  »  -  *
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the
D U P L E X  
high speed  
g rin d e r

. . up to 400%
Increased 

production
over normal 
speed grinding

T h is  h ig h -sp e e d  g r in d e r  is  g iv in g  u p  to  400%  
in c re a se d  p ro d u c tio n  o v e r n o rm a l  sp eed  g r in d in g  
on  g re y  iro n , n o n - fe r ro u s  a n d  s te e l c a s t in g s , e tc ., 
p lu s  w h ee l eco n o m y .

i t  In d e p e n d e n t 3 -sp eed  c o n tro l to  e ach  w h ee l.

ic  C o m p u lso ry  sp eed in g  u p  of each  w heel a t  
c o r re c t d ia m e te r .

tAt In d e p e n d e n t s a fe ty  device to  each  w h ee l.

S p ec ia l H ig h  E ffic iency  e x h a u s t  s y s te m .

W rite  fo r  fu ll sp ec ifica tio n .

the Borolite Wheel
is a resinoid bonded high speed abrasive 
wheel designed to increase your output and 
reduce wheel costs. We have a large range 
o f abrasive wheels fo r  all purposes from  \ in .  
to 50in. diam.

Write fo r  our catalogues.

V ia d u ct W orks5 

MS ro a d  heath. 
M an ch ester

T el.: Altrincham 3281 

Grams : Em ery, Altrincham.

Luhe & 
Spencer Ltd.

bayard  L .S ..J  15
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This is the fo u r th  in a  series o f  announcem ents 
describing the actua l experiences o f  well-known  

foundries using B eetle Resin W20  
in production quantities.

BEETLE BOND LIM ITED , I Argyll Street, London, W .l.
* B E E T L E *  is  a  tra d e  m a rk  reg is tered  in G rea t B rita in  a n d  in m o st cou n tries o f  th e  w orld .

Scrap lowest for years
Pou rin g re fr ig era to r  castin gs; n ote  the absence o f  fu m e s  when IV2 0  is  used.

P h otograph  b y  c o u rte sy  o f  C o n eyg re  Foundry L td .

is Coneygre’s experience
Coneygre Foundry Ltd. uses synthetic resin core-binder alm ost exclusively. N o t only has W20 led 
to a substantial reduction in scrap, but the core and casting output has been increased. The good 
breakdow n properties o f W20 have eliminated the need for de-coring as a separate operation 
and the good surface finish of the castings has raised the capacity o f fettling and dressing shops. 
Costs are reduced all r o u n d ........................Write fo r  Technical Leaflet C .B.l.

BEETLE RESIN W 20 Core-Binder
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if  you makepREssureCastings-

H E proved method of hydraulicaUy 
A testing Valves, Castings and Pressure 

Vessels of all types up to maximum pres
sures of 15,000 lbs. p.s.i. from an air 
pressure of 100 lbs. Improved Control 
Valves give definite controlled pressures.
34 Standard ratios available giving pressure 
ranges from 20 to 15,000 lbs. p.s.i.

M a n u fa c tu re rs  :

C H A R LES  S. M A D A N  & CO. L T D .

t a g s 1

V O R T E X  W O R K S  
A LTR IN C H A M

Telephone :
A LT  0095

BRO A D H EA TH
EN G LA N D

Telegrams: 
“  V O R T E X  ”  

C
D
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W ELLINGTON HOUSE. 125-130, STRAND, LONDON, W .C.2 
B R A N C H E S  A T  B I R M I N G H A M ,  M A N C H E S T E R ,

FOR ALL CLASSES OF WORK
N E W C A S T L E  A N D  P A I S L E Y

I — II  I I I Ï F

- A M e m b e r  o f  th e  B ro w n  & Poison G ro u p .

{ Q H C o r d e K K o r d o L
G. B. K O R D EK  and G . 5 . KO RDO L are m anufactured u n d tr British Letters Patent Nos. S I 5 470, 543202

“ Steel Castings by Summcrson’s"  is a phrase familiar 
to readers of this journal, and far beyond it's confines 
the name and phrase are alike well known and 
established.
This progressive Foundry is engaged in the manufacture 
of an extensive range of medium weight castings in 
steel required by most branches of engineering.
V ariety is a pronounced feature of activities, but the 
Summerson Foundry w ar time record also demonstrated 
the flexibility and resource associated w ith specialisa
tion and mass production when it is called for. Core

output is on a considerable scale and is notable for its 
variety in shapes and sizes and the exacting demands 
they encounter in use.
The core binder employed must be dependable and 
consistent in all the qualities of green and dry strength, 
good stripping and non-resistance to shrinkage and 
contraction of castings
G. B. Kordck is the binder selected for this work, and 
in conjunction w ith Oil it has done satisfactory service 
over a period of years during which, in other 
directions, many changes have been witnessed

W e are g ra te fu l to 
M essrs. Sum m erson's 
Foundries L td . ,  D a r 
lin g to n , fo r  perm ission  
to  reproduce th is  photo
graph .

K o r d e K
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T h is  h ig h -sp eed  C able S tra n d er , 
r u n n in g  a t  1200 r .p .m ., crea ted  
very  serious v ib ra tions  a n d  m ade  
a  nerve -rack ing  noise. T h e  in 
s ta lla tio n  o f  10a V ib ro -In su la to rs  
( a  B r i t i s h  T y r e  & R u b b e r  
C om pany  p ro d u ct) , e ffected  a n  
im m ed ia te  a n d  la s tin g  cure .

RU B B E R - T O - M E T A L  components such as Vibro- 
Insulators for machinery, engine mountings, rubber- 
lined tanks and pipes, valves, bearings, etc., are 

outstanding products of B .T .R . but part only of its 
comprehensive service to industry.
Tyres, hose, belting, mouldings, linings and coverings are 
engineered to pay for themselves wherever rubber can lighten 
labour, prolong the life of manufactured goods or make their 
production and usage safer, cheaper, more efficient . . .

B RI TI S H  TYRE & RU BB ER  CO.  LTD .  
H E R G A  H O U S E  ■ V I N C E N T  S Q U A R E  ■ L O N D O N  ■ S . W . l

D.B. 18
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g E ° ; u h o ^  6 Q U '
c W ^ G _ B , . t ó R 5

COPOLAs

*  <*»® M 
,,sW-

RJMCHARDSONeSONS
E S T A B L I S H E D  ¡ 8 8 7  LTD 

C O M M E R C I A L  S T  • B I R  M I H G H A M  • I •

HIGH EFFICIENCY 
CORE O IL S ,  CR EA M S  

CO M POUN DS

E S 5 S  G A S' A K!TTBiroZlt)UH~PTIHSiaT LESS GAS AflD OBNOXIOUS FU M ES. LESS GAS AND OBNOXIOUS FUMES 
3AS A HD OBNOXIOUS FU M ES. L E SS GAS AND OBNOXIOUS F UMES. L E SS GAS AND OBNOXIOUS FUM ES. LE 
AND OBNOXIOUS FUM ES. L E SS  GAS AND .OBNOXIOUS MID OBNOXIOUS FUM ES. L E SS G
OBNOXIOUS FUM ES. LE SS GAS AND OBNOXIOUS. ^ % , . ' . X tJp U S  F U M E S .. LESS GAS A
7U H ES.  LE SS GAS AND OBNOXIOUS FUM ES. 
LESS GAS AND OBNOXIOUS FUMF.S. LE SS .GAS 
IAS AND OBNOXIOUS FUM ES. L E SS  GAS 
AND OBNOXIOUS FUM ES. LESS GAS AND OB, 
OBNOXIOUS FU M ES. LE SS GAS AMD OBNOX, 
FUMES. LE SS GAS AND OBNOXIOUS FUME 
LESS GAS AND OBNOXIOUS FUM ES. LES 
IAS AND OBNOXIOUS FU M ES. LESS GAS 
AND OBNOXIOUS FUM ES. L E SS  GAS A 
OBNOXIOUS FU M ES. L E SS GAS AND OB]

THIS COUPON

P in n e d  to  y o u r  le t te r h e a d  a n d  p o s t e d  to  

S te r n o l L td . (F o u n d r y  D e p t .)  R o y a l  L o n d o n  

H o u se , F in s b u r y  S q u a r e , L o n d o n , E .C .2 ,  

w i l l  b r in g  y o u  fu ll  d e ta i l s  o f “  S te r n o c o r e ” 

h ig h  e f f ic ie n c y  o i ts ,  c r e a m s , c o m p o u n d s .

Details fromSfeuiol

A.
I )  OBNC?
11QXIOUS 
. í e s .  l e ;

GAS AND OBNOXIO 
JJD OBNOXIOUS FUMES. 

ID U S FUM ES. IE  
FUM ES. LESS G 

L E SS GAS A 
S  AND OBNOXIO 

iXIOUS FUMES.
FUMES. LE 

fc S .  LESS G 
L E SS GAS A 

AND OBNOXIO 
IXIOUS FUMES .

FUM ES. LE 
E S . L E SS  G 

L E SS GAS A ’ 
A S  AND OBNOXIO 
UOXICUS FU M E S., 

IOUS FUM ES. LE! 
FUM ES. LESS G: 

FUM ES. L E SS GAS A 
L E SS GAS AND OBNOXIOj

ROYAL LONDON HOUSE * FINSBURY SQUARE • L O N D O N  E . C . 2
LTD. Telephone: MONarch 3 8 7 1 - 2 - 3 - 4  * 5  Telegrams .“ STERNOIINE,PHONE, LONDON"
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I N D E X  T O  A D V E R T I S E R S
19

P a g e  N o s . P a g e  N o s .

A d a p ta b le  M ould ing M achine C o., Ltd, 
A erograph Co., L td .
A lar, L td . ...............................
A lb io n  P u lv er is in g  Co., L td .
A lld a y s  «ft O nions, L td . . .
A lley  «fe M acL ellan . L td .
A lu m in iu m  U n io n , L td .
A n derson  G rice C o., L td .
A n g la rd ia , L td ....................................
A rm stron g W h itw o rth  <fe Co. (Iron  

fou n d ers), L td ., S ir  W . G.
A sca  E le c tr ic , L td . ...............................
A sk c , W m ., ife Co., L td .
A sso c ia te d  L ea d  M anufacturers, L td . . 
A tla s  P reserv a tiv e  Co., L td .
A u g u st's , L td ......................................................

B a d isch e  M asch in en fab rik  A .-G .
B a in es , C. J ., «fc C o., L td .
B a lla rd , F . J ., & Co., L td .
B e a k b a u c , H y .,  «fe Co.
B e c k , H ., & Son , L td .....................................
B e e t le  B on d , L td .
B erk , F . W ., «fe Co., L td .
B ig w o o d , J ., «fe S on , L td .
B ils to n  S to v e  «fc S teel T ruck  Co., L td ..
B ir le c , L td ............................................................
B ly th e  Colour W orks, L td .
B ra d ley  «ft F o ster , L td .
B r id g es , S . N .,  <fc C o., L td .
B rig h tsid e  F o u n d ry  ife E n g in eer in g  Co

L td .......................................................................
B r itish  A ero C om ponents, L t d . . .  
B r itish  E lectro  M eta llu rg ica l C o., L td  
B ritish  F ou n d ry  U n its , L td .
B r itish  Iron A  S teel F ed era tio n  
B ritish  M ould ing M achine Co., L td . 1 
B r itish  O x y g en  Co., L td .
B r itish  P ig iron s, L td ......................................
B r itish  R a ilw a y s  
B r itish  R o n cera y , L td .
B r itish  S h o tb la st  «fe E n g in eer in g  Co.

L td .......................................................................
B r itish  T h om son-IT ouston  C o., L td . . 
B r itish  T y re  & R u b b er  C o., L td .
B r itish  W ed ge  W ire Co., L td . . .
B room  &  W ad e, L td .
B u llow s, A lfred , &  Sons, L td . . .  
B u tterw o rth  Bros.

•Carborundum  Co., L td ..................................
•C ellactite &  B r itish  U ra lite , L td . 
C h am b erla in  Ind u str ies, L td . . .  
C h ance B ros., L td .
C la y to n  Crane H o is t  C o., L td .
■Climax M olyb denum  C om pany

E u rop e, L td .......................................
C ohen , G eo ., Sons &  Co., L td . . .
•Collis J . <fc S ons. L td .
C on so lidated  P n eu m a tic  Tool C o., L td  
C on structiona l E n g in eer in g  C o., L td . 
C op per D e v e lo p m e n t A sso c ia tio n
Core O ils, L td .........................................
Corn P rod u cts Co., L td .
C rook e &  C o., L td .
C u m m in g , W m ., A  C o., L td . . .  
•Cuxson, Gerrard, A  Co., L td . . .

D a v id so n  «ft Co., L td .
D u n fo rd  A  E l lio t t ,  L td .
D u n lo p  R u b b er  C o., L td .
D u rrans, J a m es, A  Sons, L td . . .

E le c tr ic  F u rn a ce  C o., L td .
E lec tro m a g n ets , L td ..........................
E n a m elled  Iron  & S teel P ro d u cts  Co.
E th e r , L td . .................................
E v e r y , H y .,  & Co., L td .
E y re  S m e ltin g  C o., L td ....................

32
30

23

44

42

22

35

33  

A  47

29

17

o f

F . <fc M. S u p p lies, L td .......................
F e l  E le c tr ic , L td ...................................
F ish e r  F ou n d ries, L td .
F le x to l  E n g in eer in g  C o., L td . . .  
F o rd a th  E n g in eer in g  C o., L td .
F o u n d ry  E q u ip m e n t, L td .
F ou n d ry  M ech an isation s (B a illo t) , Ltd  
F o u n d ry  P la n t  A  M achinery’, L td . 
F o u n d ry  S erv ices , L td .
F o x b o ro -Y o x a ll L td ...........................
F u lle r s ’ E a rth  U n io n , L td ., The

27
7

10

45

23
40

12

44

43

31

31

20
£

G add, T hos. .................................
G en eral E le c tr ic  Co., L td .
G en eral M eta llu rg ica l A  C h em ical, Ltd  
G en eral R efractor ies, L td .
G ibbon s B ros., L td .
G lenb oig  U n io n  F ir ec la y  Co., L td . 
G reen, G eo ., & Co.
G rove P a in t in g  A  D eco ra tin g  C o., L td  
G u est, K een , B a ld w in s Iron A  S teel Co. 

L td ............................  . .

H arb orou gh C on stru ction  Co., L td .
H argraves Bros......................................
H arp er , W m ., Son & Co. (W illen h a ll)

L t d .....................................................
H a w k in s, W . T ., A  Co. . .
H e a to n  F o u n d ry  Co., L td .
H ep b u rn  C onveyor Co., L td .
H erb ert, A lfred , L td . . .
H ev w o o d , S . H .,  L td .
H ill-J o n cs, T h om as, L td .
H illm a n , J . *  A ., L td . . .
H olm an  B ros., L td .
H ook er, W . J ., L td .

I lford , L td ................................................
Im p eria l C hem ical In d u str ies , L td . 
In ca n d escen t I lc a t  Co., L td . 
In tern a tio n a l M eeh an itc  M eta l Co., L td  
J a ck m a n , J . W ., A  Co., L td . . .
J a ck s, W m ., & Co., L td .
J c ifrey  A  Co., L td .

K eith  B la ck m a n , L td . . .  
K in g  Bros. (S tou rb rid ge), L td . 
K in g , G eo. W ., L td .
K o d a k , L td ..............................

L afarge A lum in ous C em en t C o., L td . 
L aid ln w , D rew  A  Co., L td .
L am b eth  A  Co. (L iv erp o o l), L td  
L ees, H a ll A  Sons, L t d . . .
L en n ox  F oun d ry  Co., L td .
L e v y , B ., & Co.......................
Lord, E . S ., L td .
L u k e <fc Sp en cer , L td .

M acdonald, J o h n , A  Co. (P n e u m a tic
T oo ls), L td ...........................

M acdonald , Joh n , A  Son  
M aenab A  Co.. L td .
M ad en , Chas. S. & Co., L td .
M ajor, R ob in son , A  Co., L td .
M ansfield S tandard  Sand C o., L td  
M arco C on veyor A  E n g in eer in g  Co., L td  
M arsden A  B a teso n , L td .
M atte rson, L td .......................
M avor A  Coutson, L td . . .
M ay, J . I I .................................
M eta lectr ic  F u rnaces, L td .
M etrop o litan -V ick ers E lec tr ica l C o., L td  
M id land T ar D istillers , L td .
M itchells  E m ery  W h eel Co., L td .
M od em  F u rn aces A  S to v es, L td .
M ole, S ., A  Sons (G reen L an e F ou n d ry)

L td ...........................................................
M olineux F ou n d ry  E q u ip m e n t, L td . 
M ond N ic k e l Co., L td .
M on om ctcr M an u factu rin g C o., L td . 
M organ Crucible Co., L td .
Morris, B . O ., L td ................................
M orris, H erb ert, L td .
M uir, M urray A  C o., L td .
M usgrave A  Co., L td .

C21
3S

4G

20

31

41
29
41

N e v ille , T . C., A  S on , L td .
N ew m a n , H en d er «fe C o., L td . . .  
N ew to n , V ictor, L td .
N o rto n  G rinding W heel C o., L td .

P a g e t  E n g in eer in g  Co. (L on d on ), L td ..
P a lm er  T y re , L td . ...............................
P a n t in , W . «fe C., I ltd .....................................
P arish  J .,  «fe Co.
P asse, J . F ., «fe Co. ...............................
P a terso n  H u gh es E n g in eer in g  C o., L td  
P a ttern  E q uipm ent. C o., L td . . .
P erry , G ., A  Son3, L t d .....................

3
25
34

30
29
13

40

15

34

37

P a g e  N o s .

34

P h illip s  E le c tr ica l, L td . . .  
P h illip s , J . W . «fe C. J ., L td .
P ick erin g s, L td .......................
P ick fo rd , H ollan d  «fe C o., L td . 
P it t ,  H . S .,  «fe C o., L td . . .
P n e u lc c , L td ............................
P n e u m a tic  C om ponents, L td . 
P o rtw a y , C., «fe S on , L td . 
P recis io n  P rcssw ork  Co., L td . 
P rem o  P a tte r n  C o., L td . 
P rice , J . T ., «fe Co., L td .

R an som es, S im s «fe J efferies, L td .
R a p id  M agn etic  M achines, L td .
R e a v e ll «fe Co., L td ..............................
R ich ard son  E n g in eer in g  (B irm ingham ]

L td ...........................................................
R ich a rd so n , I t . J ., «t S ons, L td .
R id sd a le  «t C o., L td ............................
R ile y  S to k er  Co., L td ........................
R ob son  R efractories, L td . 
lto p e r , E .  A ., i t  Co.
R ou n d  O ak S teel W orks, L td . . .  
R o w la n d , F . E . ,  «t Co., L td . . .  
R o w n so n , D rew  A  C lydesd ale, L td . 
R o za lo x , L td .
R u stless  Iron Co., L td ......................

S a fe ty  P rod ucts, L td .........................
S co ttish  F ou n d ry  S u p p lies Co. . .
S h eepb rid ge Co., L td .........................
Sheffield  S m eltin g  C o., L td .
S h ep p ard  «fe Sons, L td .
S leb er  E q u ip m e n t Co., L td ., J a m es
S k len ar  F urn aces, L td ......................
S lou gh  M etals, L td ..............................
S m ed ley  B ros., L td .
S m ecto n , Joh n  A ., L td .
S m ith , A lb er t, A  Co...........................
S m ith , J . (K e ig h ley ), L td .
S p en cer  A  H a ls tea d , L td .
S p erm olin , L td .
S t . G eorge's E n gin eers, L td .
S tandard  B r ick  A  Sand  C o., L td . 
S ta n to n  Ironw orks C o., L td ., T h e  
S ta v e le y  Iron A  C h em ica l C o., L td . 
Steele  i t  C ow lishaw , L td .
S te in  A  A tk in so n , L td . . .
S te in , J o h n  G ., A  C o., L td .
S terlin g  F o u n d ry  S p ec ia lt ie s , L td . 
S tc m o l, L td .
S tew a rt and G ray, L td . . .
S tew a rts  an d  L loyd s, L td .
S ton e-W  all w o r k , L td . . .
S tu r te v a n t  E n g in eer in g  C o., L td . 
S w y n n erto n  R ed  M ou ld in g Sand

T a llis , E . ,  A  Sons, L td ......................
T a n g y cs, L td ..........................................
T e ch n ica lly  C on trolled C astin gs G roup  
T ciscn , T h .
T h om as, G . A  R .,  L td . . .  . .  .
T ilg h m a n 's  P a te n t  Sand B la s t  Co., Ltd 
T raugh b cr F ilte r  C o., L td .
T y se ley  M etal W orks, L td .

U n ite d  S teel C om panies, L td . - - 
U n iv ersa l P a t te m  Co., L td .

V au gh an s (H o p e  W ork s), L td . . .
V ic to r  P rod u cts (W allsen d ), L td .
V o k es, L td ...............................................

40

18

48
44

30

019

1
11
18

48
39

37

8

W a lk er, I .  A  I . ,  L td .
W alsa ll S an d b la stin g  C o., L td .
W ard, T h os. W ., L td ...............................28.
W a rin g  B ros.............................
W arn er A  C o., L td .
W a tso n s (M eta llu rg ists), L td .
W eb ster A  Co. (Sheffield), Ltd.
W engers, L td ...........................
W e s t  M idland R efin in g  C o., L td .  
W ick m a n , A. C ., L td . . .
W in g e t, L td .............................
W ilso n , A lex a n d er  (A b erd een ), L td .  
W oodw ard  Bros. A  C op elin , L td .

«fe 48

43

31
30 Y a te s  «fe B a k er
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HARB0R0UGH CONSTRUCTION CO. L”  1
MARKET HARBOROUGH, LEICESTERSHIRE. Te l: MARKET HARB0R0’ 22 54.
S O L E  EXPORT A G E N T S  : FOUNDRY SUPPLIERS LTD. 4.  R A T H B O N E  P L A CE ,  L O N D O N  W.1 Tel e pho ne:  M U S E U M  3 4 3 0 .

CREAM X SS AND SSS
XX I COMPOUNDS

U L T R A
D

"CO ROL" a AI OILSA
CORE OILS LIMITED
METIER WORKS-COLLEGE STREET 

ROCHDALE
T E L E P H O N E  2866

HK 22

for the foundrym an
Foseco Prep arations are a s p e c i a l l y  p r e p a r e d  
range of com pounds fo r the re fin ing , purify ing , 
degassing, deoxid ising  etc . o f F e rro u s , N on- 
F e rro u s, and light M etals & A llo y s . T h e  Foseco  
range includes co re  and m ould d ressin g s, d ieco at-  
in g s  a n d  r e f r a c t o r y  
w ashes, w h ich  accom 
plish the d esired  resu lts  
w itho u t fuss o r  b o th e r; 
no in ju rio u s fumes o r  
health hazards.
T o  assist foundrym en  
w ith  th e ir  p rob lem s w e  
have a sp ecially  tra ined  
staff o f techn ica l re p re 
sen tatives and m etallu r
gists available w ith o u t  
charge o r  ob ligation .
To help the practical man 
to overcome his difficulties 
our publication  “  Foundry 
P r a c t i c e p u b l i s h e d  on 
alternate months, will be 
sent free  on request - send 
fo r your copy today.

- L G B
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AND STEEL TRADES JOURNAL

T h e  F O U N D R Y  T R A D E  J O U R N A L  is the  O fficia l O rg an  of the  
o llow ing  :—

I N S T I T U T E  O F  B R IT ISH  F O U N D R Y M E N
P R E S ID E N T  : J .  J .  S h e e h a n , B .S c . ,  A .R .C .S c . l . ,  Co neyg re

Fo u nd ry , L td ., T ip to n , Staffs.
Secretary : T .  M a k e m s o n , M .B .E . ,  Saint John S tre e t Ch am b ers, 

D eansgate, M anchester, 3. 'Phone and ’G ram s : B lackfriars 6178.
B R A N C H E S

Birmingham, Coventry and W est M idlands : E . R . D unning, 16, H ay 
Lane, M onkspath, S h irley , B irm ingham . Bristol and W est o f  England : 
W . A . H a re s ,29, B re n try  Road, F ish p o nd s, B risto l. £ . M idlands : S. A . H o r
to n , 163, M orley  Road, Ch ad d csd o n , D e rb y . Lancs.: R . Yeom an , I I, Sum ner 
Road, Salford, 6. Lincs. : T .  H . N o r t h , -46, M ildm ay S tre e t , L in 
co ln . Lon don : W . G . M ochrie, T yse le y  M etal W o rk s , L im ite d ,
Balfour H ouse, F in sb ury  Pavem ent, London, E .C .2 . Middlesbrough : 
F. Shepherd , Head, W rig h tso n  & C o ., L td ., Tecsd ale  Iro n  W o rk s , 
T ho rnab y-o n -Tees. Newcastle-upon-Tyne : F. Rob inson, S ir  W . G .
A rm stro n g  W h itw o rth  & C o . (Iro nfo u nd e rs), L td ., C lo se  W o r k s ,  
G ateshead . Scottish : J . Bell, 60, St. Enoch Square, G lasg o w . Sheffield : 
J .  H . Pearce, 3 ! , Causew ay Head Road, D o re , Sheffield. W ales and 
Monmouth : A . S. W a ll, 14, Palace A venu e, Llandaff, Card iff. W est 
Riding o f Yorkshire : H . W .  G riffith s , 46, P e cko ver D riv e , T h o rn b u ry , 
B radford . South Africa  : S ecretaries, S .E .I .F .S .A ., Barclays Bank
Build ings, C r .  C o m m issio n er and H arriso n  S tre e t, Johannesburg.

S E C T IO N S
Burnley : H . B u ck le y , 33, N e w ca st le  S t re e t , B u rn le y . Cape

Town : S. W a d e , P .O . Box 46, Sa lt R iver. East Anglia : L . W .
Sanders, Lake and E llio t, L im ited , B ra in tree , Essex . Falkirk : A . 
B u llo ch , Jones & Cam pbell Lim ited, T o rw o o d  Found ry , La rb ert, 
S tir lin g sh ire . Scottish-N orth E a ste rn : R . L e e k s , A le x a n d e r Shanks  
& Son L im ite d , A rb ro a th . Slough : P. H oesli, Light P roduction  C o ., 
L t d . ,  Slough, Bucks. W est W ales : J . D . F. Y u i le ,  85, V icarage  Road, 
M o rris to n , Sw ansea.

B R I T I S H  S T E E L  F O U N D E R S ’ A S S O C I A T I O N
Chairman : F . W .  R o w e , B .S c . ,  K . & L . Steelfounders and Engineers, 

L im ite d , Le tch w o rth , H e rts . Secretary : R o b e r t  B a r b e r ,  Broom grove  
Lodge, 13, Broom gro ve Road, Sheffield 10. ’Phone and ’G ram s : 
Sheffield 63046.

R E S E A R C H  A N D  D E V E L O P M E N T  D IV IS IO N
Chairman : F . N .  L lo y d ,  F. H . L loyd  & C o ., Ltd . Director : J .  F .

B . J a c k s o n ,  B .S c . ,  A .R . I . C . ,  F . I .M .  Se cre ta ry :  R o b e r t  B a r b e r ,  
A . C . I . S . ,  Broom gro ve Lodge, 13, Bro o m g ro ve Road, Sheffield 10. 
'Phone and ’G ra m s : Sheffield 63046.

A S S O C I A T I O 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
President : G .  F . M u n d e ll ,  K n o w sley  C a st M etal Co m pany, Lim ited, 

M anchester. Secretaries : H e a t h c o t e  & C o le m a n ,  25, Bennetts H ill, 
B irm ingham , 2 . ’ P h o n e : Midland 2901. ’G r a m s :  " C la r ify ,”  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 I A T I O N
Chairm an : A .  H .  S t u r d e e ,  M .B .E . ,  W h .E x . ,  M .I .M e c h .E .

Secretary : E r i c  L .  H e a t h c o t e ,  25, Bennetts H ill, B irm ingham , 2.
’ Phone : Midland 2901/4. ’G ra m s : ** C la r ify ,”  B irm ingham .

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

President : W .  E .  A s k e ,  W illia m  A sk e  & C o ., L td ., W a te rs id e ,
H alifax . Secretaries : P e a t ,  M a r w ic k ,  M it c h e l l  &  C o m p a n y ,
94/98, Petty  France, London, S .W . I . ’ P h o n e : A b b ey 7515. ’G r a m s :  
"  C ru sad e s, So w esc,”  London.

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
President : D r .  J .  E .  H u r s t ,  J .P . ,  Brad ley & Fo ster, L im ited ,

D arlasto n , Staffs. Chairman : S .  H a l ls w o r t h ,  M etal Porcelains,
L im ited , C o rn w a ll Road, Sm ethw ick  40, Staffs. Secretaries : J o h n  
G a r d o m  & C o m p a n y ,  R ip ley , D e rb ysh ire . ’ Phone : R ip ley  136.

C O U N C I L  O F  IR O N  F O U N D R Y  A S S O C IA T IO N S
Chairman : N .  P . N e w m a n , N ew m an H en d er and Com pany*

Lim ited , W o o d ch e ste r , n r. G lo u ce ste r . Director : K .  M a rs h a l l ,
Secretary : J .  W .  B u t le r ,  C ru sad e r H ouse, 14, Pall M all, London, S .W .I .  
’ P h o n e : W h ite h a ll 7941.

Participating Associations : B ritish  C a st  Iro n  Research ‘Association
(affiliated) ; Institu te  of B ritish  Foundrym en (affiliated) ; and the  
o llo w in g  :—

Automobile Ironfounders’ Association.— S ecretaries : H eathcotev
Co lem an , 25, Bennetts H ill, B irm ingham , 2 . ’ Phone : Midland 2901 
’G ra m s : “  C la r ify ,”  B irm ingham .

British Ironfounders’ Association and British Bath M anufacturers’ Assodo«■ 
tion.— D ire c to r  and S ecretary  : J. G a lb ra ith  Sneddon, C .A ., 145, St. 
V in ce n t S tre e t, G lasgow , C .2 . ’Phone : C e n tra l 2891 ; ’G ra m s :
“  G ro u n d w o rk ,”  G lasgow .

British G rit Association.— S ecretary  : J. Cam pbell M acG re g o r, 10
Bank S tre e t, A ird r ie , Lanarksh ire .

British M alleable Tube Fittings Association.— S e cre ta ry  : F. B. RidgweH, 
* 196, Shaftesbury A venu e, London, W .C .2 .  ’ Phone : T e m p le  Bar 3261 ; 

’G ram s : "  B rim atufie ,”  London.
Cost Iron Cha ir Association.— Secretaries  : Peat, M arw ick , M itchell

& C o ., T h e  C a st  Iro n  C h a ir  A ssociation Q u e e n ’s Square, M iddlesbrough, 
Y o rk sh ire .

Cast Iron Axlebox Association and National Ingot M ould Association .—  
Secretaries  : Peat, M arw ick , M itchell & Co m p any, 301, G Io sso p  Road, 
Sheffield. ’ Phone and ’G ra m s : Broom hill 63031.

Cast Iron, Heating, Boiler and Radiator M anufacturers’ Association .—  
S ecretary  : Stanley H end erso n , 69, Cannon S tre e t, London, E .C .4 .
’ Phone : C ity  4444.

Cast Iron Pipe Association.— S ecretary  : T . C la rk , C ru sa d e r H ouse, 
14, Pall Mall, London. S .W .I .  ’Phone : W h ite h a ll 7941.

Cast Iron Segment Association.— S ecretary  : H . A . D . Acland , 5, V ic to r ia  
S tre e t, London, S .W .I .  ’P h o n e : A b b ey 3194.

Grccnsand Pipe Founders’ Association.— Secretaries  : M cC lu re  N aism ith  
B ro d ie  & Co m p any, 77, S t. V in cent S treet, G lasgow , C .2 . ’Phone : 
C e n tra l 8476 ; ’G ra m s : "  Lycid as,”  G lasg o w .

National Association o f M alleable Ironfounders.— S ecretary  : Miss L .
V e r ity , C h am b e r of C o m m e rce  O ffices, T u d o r H ouse, Bridge S tre e t , 
W a lsa ll. ’Phone : W a lsa 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

Chairman : D . G r a h a m  B is s e t ,  Enfield Found ry  C o ., L td ., W altham  
C ro ss . Director : R . F o r b e s  B a ir d ,  117, C h u rch  Lane, H andsw orth  
W o o d , B irm ingham , 20. ’Phone : N o rth e rn  0343 & 0037 ; ’G ra m s : 
"  Iro cast,”  B irm ingham .

L O C A L  B R A N C H  A S S O C IA T IO N S
East and W est Ridings.— S ecretary  : O . G ib so n , O liv e r  G ib so n  & Sons, 

Ltd ., Leeds. ’Phone : Leeds 21226. North M idland.— S e cre ta ry  :
E . A . Ph illips. H arp e r , Phillips & C o ., L td ., A lb io n  Found ry , Eastgate, 
G rim sb y . ’P h o n e : G rim sb y  2541. North W estern .— S e c r e ta r y :
E. M o rris, F . M o rris & Sons, L td ., W h a le y  B ridge. ’ Phone : W h a le y  
Bridge 98. Scottish.— S ecretary  : A . F. U re , A llen  U re  & C o ., L td ., 
K ep p o ch ill, G lasg o w . ’Phone : G lasgow , Douglas 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 I O N

President : C. G r e s t y ,  N o rth  Eastern  M arine Eng ineering  C o . (1938), 
Ltd ., W allsen d -o n -Tyne. Secretaries : M a n n , J u d d  & C o . ,  8, F re d e rick s  
Place, O ld  Je w ry , London, E .C .2 . ’ Phone : M etrop olitan  8613 ;
G ra m s : "  M anjudca Ph o ne,”  London.

L O C A L  A S S O C IA T IO N S
C a rd iff  and D istrict Founders’ Association.— S ecretary  : G . M o rris , 12, 

W e s t  Bute S tre e t, D o cks, Card iff. ’ Phone : Card iff 4356-7.
Leeds and D istrict Ironfounders’ Association.— S ecretary  : F. Bow ling, 

John Bow ling & C o ., L td ., Cyclo p s Foundry, K irk sa ll Road, Leeds, 3 . 
’Phone : Leeds 25183.

Leicester and D istrict Ironfounders' Em ployers' Association.— S ecretary  :
C .  S. B ishop, 8, N ew  S treet, Le icester. ’Phone : Le ice ste r 58842.

Liverpool and D istrict Ironfounders’ Association.— S e cre ta ry  : J . S. Hassal, 
15, V ic to r ia  S tre e t, L ive rp o o l. ’ Phone : C e n tra l 0114.

M anchester and D istrict Ironfounders' Em ployers’ Association .—  
S ecretaries : W e b b  & H all, 90, Deansgate, M anchester. ’ Phone : 
B lackfriars 8367 ; ’G ra m s : "  S o u nd ,”  M anchester.

M idland Ironfounders' Association.— S ecretary  : R . Forbes Baird , 117, 
Ch u rch  Lane, H an d sw o rth  W o o d , B irm ingham , 20. ’ Phone : N o rth e rn  
0343 & 0037 ; ’ G ram s : " J a c e la c e ,”  B irm ingham .

Monmouthshire Founders' Association.— S ecretary  : F . Law to n , G ou ld  
Foundries, L im ited , N e w p o rt, M on. 'P h o n e : N e w p o rt  4 2 7 5 ; ’ G r a m s :  
"  R o g e rw in ch ,”  N e w p o rt.

North o f England Ironfounders' Association.— S ecretaries : Mann, Judd, 
G o rd o n  & C o ., 61, W e stgate  Road, N ew castle-upon-Tyne. ’Phone : 
N ew castle  20836 : ’G ra m s : "  M annca,”  N ew castle .

North Staffordshire Ironfounders’ Association.— S ecretary  : R . Pepper, 
4, St. A n th o n y ’s D riv e , W e stland s, N ew castle , Staffs. ’ Phone : Stoke-  
o n -T re n t 87303.

Scottish Ironfounders’ Association.— S ecretaries : Mann, Judd, G o rd o n  
& C o ., 142, S t. V in cent S tre e t, G lasg o w , C .2 . ’ Phone : C e n tra l 8563 
’ G ra m s : "  M annca,”  G lasgow .

Sheffield and D istrict Ironfounders’ Association.— S ecretary  : T .  G oddard  
M ander, 59, C la rk e h o u se  Road, Sheffield, 10. ’ Phone : Sheffield 60047 ; 
’G ra m s : "  Em p lo fed ra,”  Sheffield.

South o f England Ironfounders’ Association.— Secretaries  : Mann,
Judd & C o ., 8, Fred erick s Place, O ld  Je w ry , London, E .C .2 . ’Phone : 
M etropolitan  8613. ’ G ram s : "  M anjudca Phone,”  London.

W elsh Engineers and Founders' Association.— S ecretary  : W .  D . M. 
D avis, I, St. Jam es G ard en s, Sw ansea. ’Phone : Sw ansea 59166 ;
’G ram s : "  Iro n ,”  Sw ansea.

W est o f England Ironfounders’ Association—  S ecretary  : R . Forbes
Baird . 117, C h u rch  Lane, H an d sw o rth  W o o d , B irm ingham , 20. ’ Phones : 
N o rth e rn  0343 & 0037 ; ’G ram s : " J a c e la c e ,”  B irm ingham .

W est Riding Ironfounders’ Association.— Secretary  : C .  D . B u ckle , 13, 
Cheap sid e, B radford . ’Phone : Bradford 25346.

B R I T I S H  C A S T  I R O N  R E S E A R C H  A S S O C I A T I O N
A lve ch u rch , B irm ingham . ’Phone and ’G ra m s : R edditch  716. 
Scottish Laboratories.— Blan tyre  Industria l Estate, B lan ty re , Lanark

sh ire . ( ’ Phone 486.)
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.SPEC IA LISTS  IN FOUNDRY MECHANISATION
H A L I F A X  • E N G L A N D

Telephone-Halifax 61247/8/9 Telegrams;Augush,Halifax

S o l e  L i c e n s e e s  a n d  
M a n u f a c t u r e r s  f o r  
B r i t i s h  E m p ir e  ( e x c lu d in g  
C a n a d a ) o f  th e  S im p s o n  

S a n d  M ix e r .

“  Some there are who say shovels are for resting on. 
A  base slander. Shovels— and I know ’em these forty 
years— have always been a standard part of foundry 
furn iture . Shovels and backache : that's my position . . ”

And the position of the modern mechanised foundry is 
that it does tw ice the w ork in half the tim e. And 
moulders are still free to acquire backache— healthy 
backache, in the pursuit of pleasure and not in the 
toilsom e round of needless manual drudgery.

Modern Foundry Mechanisation means true 
efficiency with higher output figures and lower 
overhead costs.

M A N  I A/ M Y  . .
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American Technology—III, Steel and Sand
The papers presented to the Buffalo Meeting of 

the American Foundrymen’s Society not so far 
covered by our two former articles are those dealing 
with steel, sand and diverse subjects. From the 
research foundry of the Crane Company, Chicago, 
comes a detailed research on the influence of 
vanadium on cast chromium-molybdenum steels. 
Apparently whilst it increases slightly the tensile 
strength associated with a corresponding lowering 
of ductility, vanadium tends to bring about a more 
pronounced dendritic structure and thus impairs 
impact resistance. Pre-coat materials for invest
ment castings have been dealt with by Mr. W. F. 
Davenport. He used a wide range of refractories, 
but found that the most satisfactory was an 
alumina/silica composition, using a 62.5:37.5 
mixture. A paper which could well have entered 
into the “ heat transfer ” section is “ An Investiga
tion of the Penetration of Steel into Moulding 
Sand ” by Mr. Holger Pettersson, the Swedish 
official exchange paper. It is a nicely-balanced 
paper, as the experimental part—using sand cores 
in molten carbon steel—is the subject of not too 
dogmatic discussion. His broad conclusions cover
ing high gas-pressure, soft ramming and fin forma
tions are undoubtedly reliable. We also liked Mr. 
Clyde H. William’s Paper on steelfoundry ladles. 
He experimented with the grain size of the ganister 
and finally was able to announce that he had 
increased the life of his ladles from an average of 
40 to 60 heats up to 200 to 250.

We seem to remember during the discussion of 
our productivity team’s report, that di-electric core 
baking was not much in evidence in the States. 
Thus we were a little surprised when we read the 
opening statement in Mr. J. Wesley Cable’s paper 
on this subject, that “ approximately 35 installa

tions of equipment for baking foundry cores are 
in operation to-day.” It is usual to adopt resin 
binders, and money is saved by using plastic 
carriers. Then the core sand is blown on to the 
carrier plate. This is a  development worth follow
ing up in this country. In  this section there is still 
one more paper on metal penetration regarded from 
the sand angle. I t is by Mr. S. L. Gertsman and 
Mr. A. E. M urton and comes from Canada. There 
were many controlled variables in the experiments 
undertaken and no-one would quarrel with the 
dozen or more conclusions reached. All foundry- 
men should be interested in a Progress Report on 
the Scabbing Defect, especially as definite conclu
sions have been reached. The properties of non
scabbing sands a r e :—(1) The green compressive 
strength should exceed 10 lb. per sq in.; (2) the 
rammed density should be below 110 lb. per cub. 
ft.; (3) green deformation should be less than 0.021 
in. per in.; (4) silt content should be less than 8 
per cent.; (5) dry strength should be under 150 lb. 
per sq. in.; (6) hot deformation at 538 deg. C. 
should be greater than 0.009 in. per in. and (7) the 
permeability should be over 50. Another interest
ing paper in which important claims are made 
is one on the impact testing of sand by Mr. Wm. 
H. Moore of the Meehanite Metal Corporation. His 
work has already appeared in our columns. Finally 
in this section was a paper on the effect of sand 
grain distribution on casting finish by Mr. H. H. 
Fairfield and Mr. James MacConachie of William 
Kennedy & Sons of Canada. A major conclusion 
is that the sand with the lowest permeability and 
the highest grain fineness produced the best finish; 
over jolting produced a rougher surface. The 
papers submitted were of a high-grade character 
well up to the traditions of the A.F.S.
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N o t e s  f r o m  th e  B la n c h e s
London

The Annual G eneral Meeting of the London branch 
of the Institute of British Foundrym en was held on 
Wednesday, April 25, at the W aldorf Hotel, London. 
W.C.2, with Mr. F . E. T ibbennam  (branch president) 
in the chair.

The minutes of the preceding Annual General Meet
ing, held on April 26, 1950, were taken as read and 
were confirmed and signed. The accounts for the year 
1950-1951 were then adopted. Mr. A. R. Wizard asked 
in this connection if there was any reason why the 
accounts should not be circulated to members before 
the Annual General Meeting. Mr. W. G. Mochrie 
(hon. secretary and treasurer) explained that, although 
it was customary procedure to prepare the accounts for 
audit a t the end oE February, they were not circulated 
to members because o f the additional expense which 
would be involved. Mr. V. C. Faulkner said that the 
circulating of accounts to members would create un
necessary work and expense, and he hoped that 
members would not press for it.

Mr. W. G. M ochrie next presented his report for the 
year, which was accepted by the meeting without 
question.

Dr. A. B. Everest, in the absence of Mr. Hudson, 
presented the report of the representative from  the 
branch on the w ork of the Technical Committee (which 
is shortly to be printed).

Election of Officers
The following officers and members of Council of 

the branch were e lec ted :—as president, Mr. L. G. 
Bercsford; as senior vice-president, Mr. D. Graham 
Bissett; as junior vice-president, Mr. B. Levy; as lion, 
secretary and treasurer, Mr. W. G. Mochrie; as 
members o f Council, (for three years), Mr. F . Hudson, 
Mr. A. R. Parkes and Mr. James Burns; (for two years), 
Mr. F. C. Evans; as lion, auditors, Mr. V. D elport and 
Mr. Barrington H ooper, c .b .e . ;  as stewards, Mr. E. H. 
Browne, Mr. A. Whiles, Mr. R. Pipes, Mr. A. R. W izard 
and Mr. G. Pierce; as branch delegates to General 
Council, Mr. E. M. Currie, Mr. V. Delport, Mr. C. H. 
Kain and Mr. F. Arnold Wilson; and as representative 
to Technical Committee, Mr. Frank Hudson.

When discussing other business Mr. A. Talbot asked 
if the programme committee would consider organising 
for next session a meeting to comprise short round
table discussions on matters of general everyday interest 
to the ordinary foundryman, such as patternmaking, the 
role of the inspector in the foundry, how to mould, how 
to cure blowholes, or any other problem which troubled 
members. Mr. B. Levy associated himself with the 
suggestion.

A talk by Mr. E. Raybould on aluminium-alloy 
foundry practice was then followed by a general dis
cussion and the meeting was closed.

Visit to Ardennes Foundries
Leaving London on the afternoon of Thursday, May 

24, a party of over 30 members of the London branch 
spent a long weekend in the French Ardennes for 
works visits to  member firms of the Syndicat des 
Fondeurs sur M odeles des Ardennes, with headquarters 
at Charleville. An early disappointment awaited 
members at the Victoria Station, London, rendezvous, 
when it was learned that Mr. M ochrie, branch sec
retary, who had organised the visit, was indisposed 
and unable to accompany them. However, it says 
much for the thoroughness of M r. M ochrie’s arrange
ments that the whole of the programme fo r the travel

ling and visits was carried through without even the 
smallest hitch. A t about 11.30 p.m. the party, on 
arrival at Charleville, was m et by the secretary of 
the Syndicat, Mr. Durbecq, and  after a short speech 
o f welcome was conducted to the Hotel du Nord.

Of the duration of the stay, Friday, Saturday, and 
M onday were devoted to works visits, six establish
ments in all being visited as well as the communal 
laboratories of the Syndicat. On the Sunday, a motor- 
coach ipleasure trip was arranged, first to Dinant in 
Belgium for luncheon and afterwards to the grottoes 
of Hans. The return to  Charleville was made the same 
evening.

Social Events
On the Saturday evening, the visiting foundrymen 

were the guests o f the Syndicat des Fondeurs sur 
M odèles at dinner in the Hotel du Nord. The party 
numbered about 60, and included at the high table 
Mr. Lebeau and Mr. Cury (president and vice-president 
respectively of the Syndicat); Mr. F. T ibbenham  and 
Mr. B. Levy (president and junior vice-ipresident elect 
of the London branch); as well as Mr. B. Faure, Mr. 
Renson, Mr. M onin, Mr. Meker, Mr. Daugenet, and 
Mr. H ubert among the French hosts, with Mr. Blandy, 
Mr. Hardy, Mr. Parkes, Mr. Wilson and Mr. Sanders 
of the British contingent. Interpreters, thoughtfully 
provided by the French from amongst their members, 
were much in demand, and, in fact, throughout the 
visits their presence added much of solid worth to 
the practical knowledge gained. On the last evening, 
before the early-Tuesday-morning departure, the 
British founders entertained their French hosts at a 
similar function, and Mr. F. Tibbenham  suitably 
expressed the thanks of the visitors. On this occasion, 
54 persons were present.

Works Visits
For the works visits, the British founders were divided 

into two parties, each party visiting five out of six 
of the establishments chosen, and each visit lasting 
a full morning or afternoon. The foundries visited 
w ere:— Fonderies des Ardennes (malleable foundry at 
Mezieres); Fonderies Deville & Cie (stove-plate 
foundry, Charleville); Aciéries Thom é (jobbing steel 
foundry, Nouzonville); Faure & Cie (stove-plate 
foundry, Revin); Gailly Frères (malleable foundry. 
Charleville) and Fonderie Nouvelle (mechanised job
bing iron foundry, Charleville). It is hoped to include 
short descriptions of these foundries in a forthcoming 
issue o f the J o u r n a l .

Latest Foundry Statistics
The April Bulletin of the British Iron and Steel 

Federation announces that the Iron and Steel C orpora
tion of G reat Britain has absorbed 10.561 ironfoundry 
employees and 5,345 from the steel foundries under the 
nationalisation scheme. The num ber of employees en
gaged in ironfounding on March 10 was 150,369, an 
increase of 417 over the previous month. The increase 
was made up of 289 males and 128 females. There 
has been a considerable increase in steelfoundry opera
tives during the month under review. The total rose to 
19.070 from 18,682. an increase made up of 324 men 
and 64 women. The average weekly production of 
steel for steel castings during March was 8,800 tons, as 
compared with 9,300 tons in February. A year ago 
it was 9,000 tons. This reduction may have been due 
to power cuts. Deliveries, also, were lower at an aver
age of 3,300 tons, as against 3,600 tons in February. 
Actually it was the lowest output since 1948.
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Valve T appet Castings"
By René Dulclié

A fte r  first dealing  w ith  the general characteristics o f  the  va lve-tappet castings to  be  m ade, th e  m e th o d  
o f  m a n u fa c tu re  a d o p ted  in  a  F rench  fo u n d r y  is described  in detail, covering  su ch  sections  
as the requ irem en ts in the w ay o f  patterns, chills an d  m o u ld in g  boxes; m o u ld ing  corem aking; m o u ld  
assem bly  a n d  closure and  m eta llurgy; fin ishing w ith  fe ttlin g  and  control. F ina lly  in  an additional 
section  a b rie f accoun t is a dded  o f  th e  fo u n d ry  la yo u t a n d  organisa tion  fo r  va lve-tappet production .

Characteristics
The motor-car valve tappets, the manufacture of 

which is to be described, must conform after 
machining to the shape and dimensions shown in 
Fig. 1 and pass inspection later. On each batch 
of rough castings a minimum of two samples, or 
at least 0.5 per cent, for quantities over 4,000, are 
taken for hardness tests. These samples must 
show the following results—(1) Maximum thick
ness of chilled face, centre 2 mm., and outside 3 
mm.; (2) minimum Rockwell hardness on the work
ing face, centre 40 and outside 50 C.

The production will be described of castings 
similar to those detailed in Fig. 2 which shows the 
rough-casting, and Fig. 3 which shows the heater 
collars intended to stop the chilling of the upper 
ends of the tappets.

Although at this stage there is no special test to 
pass, experience indicates that to get satisfactory 
machined tappets conforming with the foregoing

* A Paper read before th e London branch of the Institute  
of British Foundrymen by Mr. E. Harwood Brown, deputising  
for the Author, and with Mr. F. Tibbenham in the chair. 
The Author has charge of the Fonderie do Ste Genevieve* 
Gommecourt, France.

0 0 8 ' I

tests the rough-castings must show the following 
resu lts:—(1) Maximum thickness of chilled face, 
centre 3 mm. and outside 4 mm. and (2), minimum 
Rockwell hardness on the working face (after a 
light dressing on a stone to prevent diamond 
breakage), centre 50 and outside 50.

From the following remarks it will be seen that 
the control of casting tappets with a given thick
ness of chill must be kept within very close limits,
(a) to allow for machining of the spherical cavity 
inside the tappet and (/;) to obtain a  sufficiently 
high Rockwell hardness on the working face.

Every founder knows the importance of the 
variations which can modify the depth of chill and 
consequently the hardness of the tappets in the 
course of manufacture. The object of the present 
Paper is simply to give some findings on diverse 
factors of which there a re :—(a) Composition and 
moisture content of the moulding and core sands;
(b) the ramming of the mould; (c) the composition 
of the iron, (d) pouring temperature, and (e) speed 
of pouring.

Method of M anufacture
The tappets are made in an iron capable of 

taking a chill in machine-moulded green-sand 
moulds. The sand moulds are set on prepared 
cast-iron plates which serve as chills (shown in 
Fig. 8). For convenience, the manufacture of these 
castings is done in cast-iron boxes 22 in. by 14 in. 
These flasks each contain two groups of 14 tappets 
making a total of 28. The foundry undertaking

FlO. 1.— Machine Drawing fo r  a Cast Tappet 
showing the Tolerances which are worked to.

NOTE -  THICKNESS Of CHILLED SECTION TO BE 
BETWEEN 3 AND 4  mm

Fig. 2.—A s -c a s t  Fig. 3.— A s - cast
T a p p e t  a s  Tappet before
despatched from  Rem oval o f the
the Foundry. Heat - retaining

Collar.
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F ig . 4.— Pattern Plate fo r  Drag, allowing Sufficient 
Depth fo r  the Superimposition o f the Stripping 
Plate shown in F ig . 5.

this work could cast 50 moulds at a time and pro
duced normally 25,000 tappets per month, wasters 
included.

Equipment
P attern  P lates

The pattern plates have been studied with a view 
to the moulding of several hundred thousand cast
ings; that is to say, very great care has been taken 
in their manufacture after a very exhaustive survey
of ways and means. To the pattern plate developed
for the moulding of the bottom half (Fig. 4) is 
added a  stripping plate (Fig 5) with the object of 
aiding the stripping of the drag without the sand 
breakage rendered almost inevitable otherwise by 
the height of the castings and their close packing on 
the plate. This stripper rests on eight locators. 
Before each ramming operation, it is necessary to 
ensure that the stripper is resting securely on these 
supports and thus avoid any sand roughening or 
mould breakage. The pattern plate devised for the 
cope (Fig. 6) carries, in addition to the two runners 
feeding the two groups of 14 tappets, 28 needle
vents corresponding to the centres of the cores.
Loose runner bushes of suitable height are provided 
to reduce the moulding time to a minimum. 
(Fig. 7.)
C hill Plates

The chill plates (Fig. 8) used for the rapid cooling 
of the working face of the tappets are of cast iron. 
They are carefully machined on the faces, for any 
irregularities would cause fatal blisters on the cast
ings and improper chilling. The dimensions of 
these chill plates have been very carefully calcu
lated. The thickness (approximately one inch) 
assures a strong chill but renders the handling of 
these plates somewhat difficult in view of their 
weight (approximately 100 lb.). To ensure easy 
escape of the air contained in the mould at the 
moment of pouring, four series of three triangular 
section vents have been provided. These vents 
render possible the production of tappets with sharp 
edges free from porosity or blowholes.

M o u ld in g  B oxes  
The boxes used for the manufacture of the tappets 

are of cast iron made in the foundry itself. (Fig. 9.) 
They are fully machined on the two faces to permit 
exact moulding and closing of the flasks. The lugs, 
carrying f  in. dia. holes are white-metal lined. 
In this type of production, the accuracy of closing 
of the mould has only a relative importance, the 
more important tilings being:—(a) That the lower 
faces of the tappets exactly match the vents in the 
chill plate to permit easy escape of the gas con
tained in the mould, and (b) that each set of longi
tudinal runners exactly match the 14 faces of the 
tappets leading to the cores.

Moulding
M o u ld in g  Sand

The sand used in the production of the tappets is 
drawn from the pits at Fontenay aux Roses, several 
miles south of Paris. These sands have a clay con
tent of 14 per cent, and an A.F.S. screen-test result 
as shown in Fig. 10, the principal characteristics 
being:—Maximum moisture, 6 per cent.; A.F.S., 
permeability, 25; green compression strength, 11.4 
lb. per sq. in., and A.F.S. Index, 151. If the com
position of the sand used for the copes has only a 
relative importance, the reverse applies to that for 
the drags, which must be free of all imperfections 
and be homogeneous. The patterns, being relatively 
high and numerous, leave between each other and 
the box only very small gaps and the ramming must 
be sufficient and uniform if a satisfactory skin is to- 
be produced. For these reasons it is preferable to 
work with a sand relatively dry, carrying a water 
content of between 4.5 and 5 per cent. Beyond this 
figure the evenness of ramming tends to fail. 
M o u ld in g  M ach ines

Two pneumatic jolt-squeeze machines are used for 
the manufacture, and for the preparation of 50 
moulds one must allow 4 hrs.’ work on the first 
machine for the drags and 1 hr.’s work on the second 
machine for the copes.
R a m m in g  the D rags

The castings, being (as has already been stated) 
relatively high and numerous and the skin of the cast-

F ig . 5.— Stripping Plate which fits over the Drag 
Pattern Plate (F ig . 4).
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ings required faultless, the filling of the drags is done 
solely with sand previously sifted on a screen of -J-in. 
mesh. The ramming is done by hand, by successive 
air squeezes and by a small wooden rammer. The 
longest and most delicate operation is that which 
consists after ramming in strickling the tops of the 
moulds so that the upper faces of the tappets come to 
the face of the mould, but without disturbing the 
sand. This strickling is done with a wooden ruler a 
little longer than the width of the flask. This opera
tion being completed, the mould is vibrated and 
stripped, then after turning over it is placed on a 
bench by the side of the moulding machine for the 
insertion of the cores. (Fig. 11.)
Moulding the Copes

The ramming of the copes presents no difficulty; 
the pattern plate carries the two runners and two 
automatic spring coulées protect the runner basins. 
The latter are raised above the mould; the runners 
are talced with a paint-brush to avoid any sand wash
ing during the filling of the mould.

Cores
Coreboxes

The coreboxes are constructed, as shown in 
Fig. 12, in aluminium, and contain machined steel 
rings. These steel rings are inserted to permit easy 
and cheap replacement. The wear on the circum
ference of the small collar of the core is in practice 
very rapid on account of the number of blows 
(more than 1,000 per working day) necessary for 
stripping the cores. Periodically, the boxes are 
checked with the aid of a standard plug gauge 
(Fig. 13), which, according to the amount of side 
play, gives an idea of the wear on the box. At the 
moment a box designed for the blowing of these 
cores is in course of preparation. It is designed for 
blowing four cores simultaneously; stripping will be 
effected on a small metal table furnished with a low- 
powered vibrator to eliminate all shock in stripping. 
The production of a girl worker is in the neighbour
hood of 1,000 cores per 9-hr. day, and it is expected
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F ig . 6.— Pattern Plate fo r the Cope Part o f the 
Tappet M ould.

F ig . 7.— Loose R unner and Bush Pattern, two of 
which are Inserted on the Cope Pattern.

that blowing the cores will increase production 800 
per cent, using two boxes simultaneously.
Core-sand

The sand used is a high silica sand supplied, like 
the moulding sand, from the pits of Fontenay aux 
Roses; it has a clay content in the region of 0.7 per 
cent, and a grain size as given in Fig. 14. Before 
use, the sand is dried in a stove to eliminate all 
traces of moisture; then it is passed through a sieve 
of A -in. mesh to free it of all extraneous matter. 
To the sand is added 4 per cent, o f a British pro
prietary compound having a linseed-oil base.

The content of the compound is very important and 
must be strictly controlled. When under 4 per cent, 
is used, the centre part of the core cannot be com
pletely glazed after stoving, giving to the faces of 
the tappet a roughened finish, preventing the mount
ing of the tappet on the jig for the operation of trim
ming and machining. The greatest failing of a too 
small content of binder is the lack of green-strength 
which shows itself in a slight sinkage of the cores 
after stripping or in the course of handling. With a 
lower coritent of binder than 4 per cent, it is worth
while mentioning a tendency to the production at 
the bottom of the tappet of a small cavity with 
smooth surfaces, created by insufficient escape of 
gas, caused by a lower permeability in the sand.
Coremaking

The cores, being essentially simple (Fig. 15), are 
constructed by female labour, the ramming being 
done in a few seconds merely by finger pressure. A 
spring ensures the rigidity of the central pillar of the 
core and a needle vent allows the escape of gas 
created by pouring. The stripping is done by turn
ing over and rapping on the small cast-iron supports 
of -sif-in. thickness and 2J-in. dia.

Working in this way, the cores are not touched 
by hand, thus reducing the risk of flattening the base 
of the cores or the distortion of the central portion 
—two of the principal causes of rejection. After 
stripping, each plate carrying its core is placed on 
an aluminium drying plate 14-j- by I l f  in., strongly 
ribbed, to receive 30 cores. The plates are then 
stoved.
Core Drying

The core-drying is carried out at a temperature be
tween 210 and 230 deg. C. (405 to 445 deg. F.). 
for a  period of approximately 30 min. and gives a 
very deep chocolate cojour. The cores can then, 
after cooling, be handled without risk of damage. 
The cores are afterwards stacked in boxes where 
they are piled one on top of the other. If the
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F i g . 8 .—Cast-iron Chill Plate which makes the Base 
o f the Tappet M ould; it is Grooved for Venting.

drying is complete, they can thus be stored for 
several months when sheltered from dampness.
Core Inspection

Before assembly in the mould, each core is 
checked with the aid of a  jig resembling a core
box without the filling-aperture. In this method 
each core is inserted by simple finger pressure to 
get it to the bottom; if the pillar of the core is 
distorted, it will break up, generally at the bottom.

In spite of all these stringent precautions the 
principle causes of rejection of the cores are as 
follow : —(a) Cores broken on inspection (3 per 
cent.); (b) bad ramming (rough surface, 1 per 
cent.); (c) breakage due to stacking or an  accidental 
blow (2 per cent.); (d) air hole showing on the core 
surface (2 per cent.), and (<?) various other causes 
(2 per cent.).

It will be seen from these figures that the rejec
tion of cores is in the neighbourhood of 10 per 
cent.; a. figure which can only with difficulty be 
lowered. On the other hand, inspection must be 
very thorough, th$f rejection of the less-costly core 
being preferable to that of the tappet.

Mould Assembly
Core Positioning

It has been stated that, after ramming, the lower 
parts (drags) are turned over and put on a bench 
by the side of the machine. A workman then 
assembles all the 28 cores which the mould holds, 
taking care to place the runner inlets face to face, 
as shown in Fig. 16. A slight looseness of fit is 
of practically no importance, but a greater displace
ment has as its outcome a bad appearance of the 
casting or a “ draw ” at the runner.

The positioning of the cores requires a certain 
amount of practice, as these must be properly seated 
in their prints without chafing against the sides 
of the mould. It is for this reason that it is 
infinitely better to place the cores in the mould 
whilst on the bench rather than assemble them when 
the mould is placed on the chill plate. Actually, in 
the latter case, loose sand falls on the plate and 
inevitably causes the rejection of a tappet. It is 
as well to ensure by a light tap with the finger that 
the cores are properly bedded down in their prints

before transferring the mould to the chill plates, 
core displacement being one of the principal causes 
of rejection.
Positioning o f the Drags on the Chill Plates 

The chill plates are lined up side by side on the 
foundry floor. As the latter is of concrete, these 
plates are necessarily level. The plates are then 
carefully brushed with a wire brush to remove all 
traces of sand remaining from previous casts and, 
above all, to rid them properly of anything causing 
gas, thus to ensure free venting. The preheating 
of the chill plates, which would be a delicate opera
tion on account of their weight, is not necessary and 
has practically no effect, pouring often taking place 
several hours after the completion of the moulds.
Closing the M ould  

The top boxes are placed on the drags by the 
aid of pins of |-in . dia., and Fig. 17 shows a section 
of a mould ready for pouring.

Metal
Composition o f Iron for Tappets 

It would appear after rigorous research up to the 
present time that the ideal composition of the cast 
iron which gives both a satisfactory hardness and 
consistency in the results obtained is o f the order 
of; TC, 2.9 to 3.1; Mn, 0.8 to 1.0; Si, 2.0 to 2.2; P, 
less than 0.10, and S, less than 0.06 per cent. It 
is possible to secure this composition in two 
different ways: —

(а) Starting from an ordinary hematite iron of 
the following composition: C, 3.5 to 3.7; Si, 3.1 
to 3.3; Mn, 0.8 to 1.0; P, 0.09, and S, 0.05 per cent., 
to which additions of pure iron are added 
(horseshoes for example). In this case the best 
charge would contain 66 per cent, of hematite 
iron and 14 per cent, of mild-steel or horseshoes.

(б) Starting from a low-carbon hematite, in this 
case there is no addition to be made. The method 
gives simplicity of charges, but it is very rare to

Fig 9.—Moulding Box Plan and Elevations showing 
Principal Dimensions
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F ig . 10.—M oulding Sand Grading: Clay 14 per 
cent., A.F.S. index 151, M oisture max. 6 per 
cent., Permeability approximately 25, Green 
Compression Strength about 11.4 lb. per s q ..in.

get a blast-furnace iron of low carbon correspond
ing exactly to the composition indicated. Again, 
the irregularities of bomposition of successive 
deliveries render necessary certain tests to correct 
the charges. Take, for example, the following 
iro n :—TC, 3.09; Si, 1.93; Mn, 0.62; S, 0.034, and 
P, 0.08 per cent. This gives excellent results when 
so used, but is not satisfactory when return scrap 
(runners, rejects, etc.) is added. To make up for 
these additions of scrap, which are lower in silicon 
than the original irons, it is necessary to make large 
or small additions of ordinary hematite. For 
commercial reasons, it is obviously essential to re
melt the runners, collars and wasters, etc. For this 
production, the yield of castings as compared with 
metal poured is a very important ratio and works 
out at 15^ lb. of iron poured in each mould for 
rather more than 7-f lb. of castings. Being thus 
forced to modify the composition of the charges 
to account for these additions of scrap, there is in 
practice the choice of the two following metal 
m ixtures:— (a) Ordinary hematite, 50 per cent.; 
return scrap, 40 per cent.; iron or mild steel, 10 
per cent; or (Z>) low-carbon hematite, 50 per cent.; 
return scrap, 35 per cent.; ordinary hematite, 15 
per cent.

Melting o f Tappet Iron
The iron is melted in  a cupola of a one-ton per 

hour capacity, the charges being of 2 cwt. and a 
coke charge of 33 lb. It has been ascertained by 
experience that in spite of all the precautions taken, 
and even when the temperature of pouring is high 
enough, it is preferable to  pig the first ladle of iron. 
This first ladle is therefore used to bind together 
the scrap “ heating ” rings which cannot be directly 
charged into the cupola on account of their small 
size.

For tappets, the temperature of pouring taken in 
the ladle or at the cupola spout, should be between 
1,340 and 1,380 deg. C. Below a temperature of 
1,330 deg. C. there is the certainty that the tappets 
are insufficiently hardened (chilled). Before pour
ing the moulds, a chill test-piece is poured and 
according to the results given, the iron is pigged 
or used. Pouring is done with shanks holding 
approximately 90 lb. of iron, which is sufficient for 
pouring six moulds. These ladles are furnished 
with a sheet-iron skimmer for holding back the 
slag on the surface. D irt inclusions, which usually 
only show up in the course of machining, are thus 
avoided.

Fettling and Hardness Testing
Stripping

After pouring, the groups of tappets are taken 
off the moulding line and transported to the knock
out where, with the aid of hammers, the castings 
are broken off and the greater part of the cores 
are eliminated. The castings are then placed in a 
sand tumbler where they are left fo r about one 
hour. It is not recommended that the heads and 
runners be put in the tumbler, for actually the latter 
can get caught up inside the tappets.
Breaking off the Collars 

After fettling, the first inspection of the castings 
takes place, all castings showing major defects, short 
runs etc., being thrown out. This examination takes 
place in the course of breaking off the heat-con- 
servation collars. At this stage each tappet is put 
into a support (Fig. 18) capable of holding 8 
tappets. With the aid of a peg and a hammer 
the collars are broken off and the tappets fall into 
a box which is taken to the grinding machine.
Grinding and Finishing

After breaking off the collars the castings are 
passed on to the second inspection point where they 
are classified thus: —(a) Good castings; (b) castings 
showing slight superficial defects, and (c) wasters. 
The good castings are then forwarded to the first 
machine shop. The castings in category (b) are 
submitted to a suitable finishing treatment and then 
forwarded in their turn to the first machine shop.
First Machining 

The first machining operation consists in trim
ming the working face on a grinding wheel. The 
tappets are mounted on a jig matching exactly the 
inside shape of the tappets, and the working faces 
of each tappet are polished until the relief lines 
caused by the chill plate and all the small sand 
pockets disappear. This operation has as its chief 
object the presentation of a satisfactory surface for 
the Rockwell test and thus avoiding both reading 
errors and fracture of the diamond.
Rockwell Test

The tappets are then tested in the centre. To 
simplify th e : location, the bed of the Rockwell 
machine is furnished with a special jig which

JLL. u : I S S
Fig. 11.—Section through a Drag 

M ould after Rem oving the Strip
ping Plate.
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F ig . 12.- -Elevation and Plan View o f the Corebox 
fo r  Tappet Cores.

automatically centres the tappet. It is essential to 
test the tappet at this central point.

In passing, it is worthwhile noting that on break
ing the tappets the chilled zone proves to be concave 
with the minimum chill and, in consequence, the 
lowest hardness in the centre. Very frequently a 
tappet will give, for example, a diamond hardness 
of 52 or 53 near the sides but will only read 46 
or 48 at the centre. According to their hardness 
the tappets are classified into .groups:—(a) With 
hardness less than 50 (which are wasters), (b) with 
hardness of 50 in which case the tappets are sub
jected to a second, hardness test at another point 
and according to the second reading the tappet is 
rejected or classified as good, and (c) with hardness 
greater than 50, representing satisfactory production.

Summary and Conclusion
From this brief summary the following points 

arise: —
Plant

This casting demands the use of foundry plant 
relatively of small importance and little used in 
ordinary foundries.
Melting

It would seem that an improvement over cupola 
melting would be the use of a small electric furnace 
of lower power and of a capacity between 5 and 
10 cwt., which would be ideal for obtaining a homo
geneous iron having a composition and physical pro
perties easily determined in advance. The inevit
able guesswork of the estimation of the losses of 
certain elements in cupola melting (silicon and man
ganese) and the increase of others (sulphur and car
bon) could be thus eliminated and the work of the 
founder greatly eased.

Moulding and Coremaking
The moulding machines employed (jolt-squeeze) 

are admirably suited for this work and should be 
adapted to use boxes which must be maintained 
with care. The provision of a coreblower will allow 
considerable increase in production and a substan
tial reduction in the cost of the cores.
Trimming

The machinery for the finishing of the tappets 
(grinding machines and abrasive wheels) must be 
specially suited for these operations and be designed 
to reduce to a minimum the time taken. It is advis
able to employ several grinding machines in two 
stages so that each machine can take care of one 
operation; for example: grinding the working face; 
treatment of faces after breaking off the collars; 
elimination of small surface defects (wheels 10-in. 
dia.), and grinding off the larger faults (wheels of 15- 
in. dia.).
Pal tern Equipment

Much of the success of the production of tappets 
rests on the use of well-known tools perfectly 
handled and carefully adapted to the job in hand. 
The smallest defect in this equipment can be the 
cause of the rejection of an entire cast and the 
foundry staff must always maintain plant in good re
pair and make sure that there is no deterioration.

Raw Materials
The coke and the various sands used must be the 

object of strict control so as to reduce the risk of 
failures which could be attributed to them. Pig-irons 
must be the object of particular care; the least error 
in the preparation of the charges and in the mixture 
of several brands will certainly cause rejection of a 
whole cast.

To ensure regularity, the use of irons refined in 
the electric hearth is advised. Each batch is much 
more homogeneous and reduces considerably varia
tions in composition of the various elements. Pig- 
iron so refined can be relied on and lots of to 20 and 
40 tons, for example, tested on different samples, all 
give the same analysis. The composition given by 
the suppliers usually gives only a rough estimation 
of the composition of a given iron and check analyses 
must be made to give a sufficiently accurate idea of 
the precise value of the different elements.

I 75

Fig. 13.—Plug-type Inspection 
Gauge for Assessing the 
A m ount o f Wear in a 
Corebox.
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F ig . 14.—Core-sand Grading for Tappet Cores. 
Clay, 0.7 per cent.; A.F.S. Index  58.

Despite all these precautions, irregularities still 
appear, not only from one run to another, but also 
during the same cast. For instance, sensible differ
ences of chill can be seen in the same mould, the 
tappets at the sides of the flask being generally, but 
not always, more chilled than those in the centre.

The manufacturer of automobile tappets uses only 
a simple established material, but each fresh design 
necessitates the use of production methods of ex
treme precision and perfectly controlled materials. 
I t demands on the part of the manager close atten
tion to all points, attention rendered all the more 
necessary when the workmen are only semi-skilled 
or are unused to this particular type of work. Such 
a production can only be considered in a foundry 
having other branches of production and having at 
its head a manager with a good share of optimism 
and much perseverance.

PLANT FOR CASTING TAPPETS
As can be seen from Figs. 19 and 20, the 

foundry given over to the manufacture of tappets 
(and also the casting of 1.000-1,200 other small and 
varied items in special irons) consists essentially of 
a double-storey building with annexes. Briefly, 
these are described as follows:—

On the ground floor there is a moulding and 
casting bay. In this two moulding machines are fed 
from hoppers for the backing sand and vibratory 
screens for the facing. Box parts are stored by the 
sides of the machines and a small bench capable of 
holding three moulds is placed close to each 
machine.

Metal melting is done by a fan-blown cupola 
and there is a pressure burner for cupola lighting 
and ladle heating. Local exhaust ducting is 
arranged to the outside of the building from the

AIR VENT

" I  CAST-IRON PLATE

F ig . 15.— Section through a Finished Core mounted  
on its Cast-iron Drying Plate.

.CORE WIRE

■ZT

F ig . 16.— Drag Part o f the M ould after Assem bly  
o f the Cores so that the R unner Inlets are Face- 
to-face.

knock-out, several of the fettling stations and the 
tumblers, the latter not being closed. Trimming 
is done mainly by two circular grinders and one 
surface grinder using wheels from 9 to 15 in. dia. 
Rockwell testing is carried out in an annex separate 
from the trimming bay so that the noise and vibra
tions of neighbouring machines do not disturb the 
girl employed on the tester. During working, all 
communication between the inspection and trim
ming is barred so as to avoid the introduction of 
dust from the grinders which would impair the 
machine which, in addition to the leather cover sup
plied by the makers, is housed in a glazed cabinet 
of a size convenient for the operator and opening 
only to the fresh air.

Owing to the numerous operations, the tappets 
are placed in trays in 1,000’s. These trays are fitted 
with two handles and handling is thus greatly facili
tated, as well as the counting of the tappets a t each 
stage, which is done simply by counting the number 
of trays.

Stockyard
The stockyard space is divided principally into 

three sections partitioned o ff:—(a) Sands for 
moulding and coremaking which are classed by 
brand and texture; (b) coke, which is stored by size 
and grading; and (c) pig-iron. The small coke 1£ to 
2-\ in. mesh is reserved for heating stoves and 
the 3 to 5 in. for the cupola and making coke dust. 
Experience shows that coke larger than 3 to 5 in. 
is not particularly suitable in view of the small 
diameter of the cupola.

Pig-iron is stored in bins according to category, 
grade and supplier, e.g., ordinary hematite, low- 
carbon hematite, and high-phosphorus iron. To 
eliminate as far as possible confusion and error,

F ig . 17.— Section through a M ould Assem bled  
on the Chill Plate ready for Pouring_
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F ig .  20.— First Floor Plan o f the Tappet Foundry. 
K ey to the numbered items: —

33—Cores aw aitin g  stoving.
34—Core stove.
35—Inspection bench.
36—Shelves.

25—Air compressor.
26—W ater tank.
27—“ Royer " machine.
28—Sand m ill.
29—M oulding-sand store
30—Core-sand store.
31—Sand mixer.
32—Core benches.

37—Uulf-ton hoist.
38—Trimming bay.
39—Delivery bay.
40—Staircase.

-•>-098' !0 98"-

FiG. 18.— Jig for Breaking-off the Heat-conservation 
Collars, showing one Tappet Casting in Position.

rejects, runners, risers, etc., are classified by day 
(or by cast). According to the results obtained 
from the run, the iron is stored in separate bins 
(segregated into iron too deep in chill, too weak, 
etc.). For the utilisation of this scrap the manager 
alone has the power to determine the proportion to

Fig . 19.— Ground Floor Plan o f 
the Foundry devoted to Casting 
Tappets; K ey to the numbered 
items: —

1— C u p o la , 1 to n  p e r  h r . m e l t in g  
c a p a c it y .

2—C u p o la  b lo w in g  fa n .
3 — W e ig h in g  m a c h in e  fo r  c u p o la  

c h a r g e s .
4 —H a lf - t o n  h o is t .
5 —M o u ld in g  m a c h in e .
6— M o u ld in g  b o x  p a r t  s to r e s .
7— M o u ld in g  b e n c h e s .
8—S a n d  p i ie .
9 —A ir  r e c e iv e r .

10—C a s t in g  b a y .
11— H a tc h w a y .
12—K n o c k -o u t .
13—S ta lla g e  fo r  g o o d  c a s t in g s .
14— A r e a  fo r  b r e a k in g -o f f  c o lla r s .
15— )
16— I  G r in d in g  m a c h in e s  fo r  t r im m in g  

[ c a s t in g s .
17— J
18— R o c k w e ll  t e s t in g  .m a c h in e .
19— D e s p a tc h  s to r e s .
2 9 —V ib r a t in g  s c r e e n s .
21— S a n d  b in s  fo r  m ew s a n d .
22— C o k e s to c k .
23—P ig - ir o n  b u n k e r s .
24—R e tu r n  s c r a p  b u n k e r s .

be added to the charge. Purchased scrap includes 
steel scrap, horseshoes, etc.

The charges are prepared in metal containers; 
coke is added on the platform, which is served by 
an electric hoist for charging the cupola.

First-floor Layout
On the first floor (Fig. 20) all the complementary 

services of the foundry are situated, which makes 
this practically independent of the other buildings. 
Sand preparation is effected in a mill fitted with two 
rolls (one plain and one channelled). The prepared 
sand is taken from the mill and tipped into a mobile 
“ Royer,” being directed alternately towards one or 
other hopper of the moulding machines.

ENTRANCE
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Core-sand is prepared in a small hand mixer for 
feeding the two core-benches (four work-places). 
As the cores are finished they are placed on alumi
nium plates and then transferred to a large waiting 
bench in front of the stove. The stove is placed in 
a corner as shown in Fig. 20, and is fired from the 
rear. The dried cores are placed on inspection 
benches and then stacked in trays for lowering as 
and when required to the moulding benches.

M is c e lla n c o u s

Accessories installed on this floor include the 
low-power compressor feeding a receiver of 120 cub. 
ft. capacity fixed on the ground floor; a 600-gall, 
water tank, allowing for the distribution of water 
under pressure to all points in the foundry, and pat
tern racks for the storage of pattern-plates and core
boxes.

Handling
The diverse handling of the foundry sand, pig- 

iron, etc., is done by electric hoist mounted on 
monorails and serving at the same time the foundry 
and the stockyard. New sands, taken from the bins 
in the stockyard, are placed in smaller bins between 
the Royer and the mill. From the knock-out, the 
floor sand is raised in -}-ton skips. Four skips are 
allotted to this work, and the speed of lift of the 
electric hoist (28 ft. per min.) makes this method 
quite adequate.

As already mentioned, charges are prepared and 
left in the stockyard; the skips here are specially de
signed to permit automatic charging of the cupola. 
To avoid stoppage in the foundry in case of pro
longed delay, a certain number of charges corre
sponding to the daily production are stored on the 
cupola platform.

Personnel
Before concluding, it is germane to add a  few 

notes on the staff employed in the manufacture of 
tappets. It should be realised at the outset that not 
a single craftsman is employed on this work, which 
is done wholly by semi-skilled labour. The total 
comprises a foreman and furnaceman, two machine 
moulders and female coremakers, one mould closer, 
one sand-preparation man, two trimmers and four 
labourers (two for the pouring bay, one for the 
stockyard and one generally). Finally, there is a 
girl inspector (for Rockwell testing) and one main
tenance man.

Bearing in mind that the manufacture of the 
tappets only require 4 hrs. on one machine for the 
drag, and 1 hr. on the second machine for the copes, 
the same staff can (in addition to the daily cast of 
50 tappet moulds—some 1,400 pieces) undertake 
the manufacture of 1,000 other small castings in 
special irons.

T h e  B r a z i l i a n  G o v e r n m e n t  is planning an extension 
of the oil refinery to be erected at Cubatao, in the State 
o f Sao Paulo, as well as similar installations in the 
States of Rio de Janeiro and Bahia, in order to bring 
Brazil's total refining capacity up to 160,000 barrels 
daily, which w ould cover the bulk of the country’s re
quirements.

Sheffielder Rewarded in U.S.A.
Twenty-five years have elapsed since Mr. 

Stanley Ullyatt, then a 15-year-old schoolboy, left 
his native'» Sheffield and journeyed to Pittsburgh— 
the “ Sheffield ” of the New World. His schooling 
was unfinished, but he was equipped with two essen
tials for success—optimism and ambition—and he 
aimed to succeed in the new era of steelmaking that 
was springing up in Pittsburgh. In addition he 
could claim that the craft was in his blood, for his 
father, Mr. Lawrance Ullyatt, whose background 
was sketched in the crucible-melting department of 
Huntsman’s historic Atterclilfe works, had been 
called to the United States to help in the develop
ment of crucible-steel work there.

After three years at college, Mr. Stanley Ullyatt 
joined the Firth Sterling Steel & Carbide Corpora
tion, an offshoot of Thos. Firth & John Brown, 
Limited, and rose from drill boy to departmental 
group leader, and today he is a carbide inspector. 
Mr. Ullyatt’s success has been proved by his fellow 
workers, all Americans, who recently voted him the 
outstanding man of the month. The award, part of 
a personnel relations scheme used throughout the 
factory, «was for proficiency, friendliness, and a 
“ ready to help attitude,” and took the form of a 
framed portrait of his wife, himself, and their two 
children.

As though to keep it within the county, the pre
sentation was made by another Sheffield man, Mr. 
L. Gerald Firth, president of the corporation and 
son of Mr. Lewis Firth, who was for many years 
managing director of Thos. Firth & Sons, Sheffield. 
Mr. L. G. Firth first went to the United States in 
1910 and settled there in 1918, representing the Firth 
interests.

Aluminium-alloy Aircraft Hangars
The first all-aluminium hangars ever built are 

now approaching completion at London Airport. 
The design was prepared by S.M.D., the construc
tion company of Almin, Limited, in response to an 
invitation by the Ministry of Civil Aviation to ten
der for a three-bay hangar in aluminium alloy con
struction; the clear span of each bay to be 125 ft. 
and the length 110 ft., with a clear door height of 
30 ft. The overall span width of each bay is 150 ft.

The structure is designed to withstand a super
imposed load of 15 lb. per sq. ft. due to snow, and 
a wind load of 26 lb. per sq. ft. in addition to self
weight. The portal frames are hinged at the base 
to avoid complications of indeterminacy on 
the foundation blocks. These hinges are at 145-ft. 
6-in. centres across the span and are formed by a 
high-tensile steel pin passing through an aluminium- 
alloy base casting which is bolted down to the foun
dation block, with an aluminium alloy gusset 
casting forming the lower end of the portal leg.

The total weight of the complete building is 
about 312 tons, including 95 tons in the structure, 
sheeting 7 tons, insulation (Asbestolux) 10 tons, 
doors 48 tons, glazing 52 tons and decking 100 tons.
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Sheffield’s Concern over Scrap 
Shortage

“ A tragic state of affairs which bodes ill for em
ployment in the Sheffield trades ” was how Councillor 
Frederick Lloyd, who is a director of Ibbotson Bros. 
& Company, Limited, described the current shortage 
of scrap, when he addressed the annual meeting of the 
Sheffield Chamber of Commerce. Retiring from  the 
presidency of the chamber, Councillor Lloyd advocated 
the salvage of shipping sunk in the English Channel 
during the war. It would be a means, he said, of secur
ing valuable steel scrap and avoiding the spectre of 
unemployment. T he idea occurred to him when read
ing an account of the loss of the submarine Affray, 
one of the newspapers having stated that the bed of the 
English Channel was strewn with the wrecks of ship
ping sunk during the war.

Councillor Lloyd told the meeting: “Although the 
raising of these sunken ships would be a tremendous 
task, it is my firm belief that modern radar, together 
with the vastly improved magnetic and other equipment 
now available, could be used both to locate and to lift 
many of these sunken wrecks which would make such 
a valuable contribution to our present day needs for 
scrap. I think if the means, collaboration, and skill 
that was mobilised in raising the sunken German fleet 
from the depths of Scapa Flow were applied to this 
problem, the result would be that thousands of tons of 
scrap would be made available for use.”

Another speaker at the meeting was Mr. Colin Lay- 
cock, a former president o f the chamber. He expressed 
the view that, while the scrap shorfagc was grave, in
dustry’s biggest problem today was the shortage of 
skilled labour. Mr. Laycock said that some of Sheffield’s 
old staple trades would disappear unless the problem of 
skilled labour shortage was solved.

Iron and Steel Values
A further list of iron and steel securities for which 

values have been agreed with stockholders’ representa
tives was published on May 30 by the Ministry of 
Supply.

Out of 146 securities, the number now agreed is 131, 
of which 55 are quoted and 76 unquoted. The rem ain
ing securities are all unquoted. The total compensa
tion value of the agreed securities is approximately 
£231,700,000. The compensation value of the present 
batch o f eight securities is approximately £2,200,000.

The new list is as follows: —
LOAN CAPITAL  

B r ito n  F e r r y  S te e l  4% fir s t  m o r t g a g e  d e b e n tu r e  s to c k  £ 1 0 0 , 
£ 1 0 0  10s.

P R E F E R E N C E  S T O C K S  A N D  S H A R E S  ( £ 1 )  
G la m o r g a n  H e m a t it e  I r o n  O re 10% c u m u la t iv e ,  25s.

O R D I N A R Y  S T O C K S  A N D  S H A R E S  ( £ 1  U N L E S S  
O T H E R W I S E  S T A T E D )

B y f ie ld  I r o n s to n e ,  120s.
C o lc b y  I r o n s to n e ,  25s.
C r a n fo r d  I r o n s to n e .  15s.
G la m o r g a n  H e m a t it e  Ir o n  O re , 30s.
L o d d in g to n  I r o n s to n e  £ 5 ,  £ 6  6 s . 8d.
R o u n d  O a k  S te e l  W o r k s , 42s. 6d.

G a s k e l l  &  C h a m b e r s , L i m i t e d — Mr. A. J. Cham 
bers, grandson of the founder of the company and a 
son o f  the present managing director, has been appointed 
a director.

A N o r t h  W a l e s  b r a n c h  of the Training Within In
dustry Association o f Wales and M onm outhshire has 
been formed, with Mr. J. C. Dinsdale, of M onsanto 
Chemicals, Limited, Ruabon, as honorary secretary.

Prom oting Trade with Canada
Regarded as the final step in the co-ordination of 

existing organisations that have been working together 
for the development of U.K.-Canadian two-way 
trade, the form ation of a Canadian Association of 
British M anufacturers and Agencies with headquarters 
in the British Trade Centre, Toronto, was announced 
on May 28 by Sir Robert Sinclair, a member of the 
D ollar Exports Board and immediate past-president of 
the Federation of British Industries. The objects of 
the association a re :—To promote trade between 
Canada and the U.K., to foster good relationships be
tween British manufacturers and Canadian customers 
and consumers and to assist in resolving differences 
arising between the two, to secure uniformity in usage, 
customs, and trade conditions, in accordance with 
Canadian requirements and practice, to assist the work 
of local associations or other bodies engaged in similar 
activities, and to ascertain and publicise, where de
sirable, the views o f its members in matters relating to 
trade and good relationship between Canada and the 
U.K.

M any British concerns, it is understood, have already 
applied for membership of the association, together with 
Canadian companies concerned in Anglo-Canadian 
trade. Three classes o f membership are proposed: — 
Association members which will be trade associations 
concerned with promotion of U.K.-Canadian trade, 
British manufacturers concerned with the export of 
their products to Canada, and individuals o r firms 
substantially concerned with promoting U.K. trade with 
Canada.

G.K.N. Compensation Surplus
Mr. J. H. Jolly, chairman of Guest, Keen & 

Nettlefolds, Limited, in his statem ent circulated 
with the accounts for 1950, refers to the capital profit 
arising from the exce'ss of the compensation over the 
book values. “ It has been suggested in some quarters,” 
he says, “ that a large proportion of the total compensa
tion which has been received should be distributed to 
stockholders. W hen considering such matters it is 
necessary, in a large group of this kind, to take long 
views and to make sure that we have adequate financial 
resources to take advantage of the opportunities for 
expansion of your business at home and abroad which 
occur from time to time. Also it is im portant to realise 
the difficulties that beset companies if they require to 
raise new capital on favourable terms.”

Funds continually required for modernisation of the 
plant and for expansion, Mr. Jolly adds, are non
existent unless recourse is had to the issue of new 
capital. The board, therefore, considers that it is acting 
in the best interests of its stockholders by being cautious 
in the degree to which it has made distribution from 
its enlarged liquid resources.

International Nickel’s Earnings
The report o f the International Nickel Company of 

Canada, Limited, and subsidiaries for the three 
months ended March 31. shows net earnings (U.S. 
currency) o f 514,731,390 after all charges, depreciation, 
depletion, taxes, etc., equivalent, after preferred 
dividends, to 97 cents per share on the common stock. 
In the previous quarter net earnings were S14,845,506, 
equal to 98 cents a share on the common stock.

Net sales o f $65,216,266 compared with $63,150,107 
in the previous quarter. Costs were S36,718,083, 
against $36,973,019 for the December quarter. O ther 
income expanded from  $342,030 to S394,254.
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M etallurgical Research a t the N.P.L.
A s  part o f  its  jubilee celebrations, the N a tio n a l P hysical L ab o ra to ry  held  a series o f  
" O pen D a y s ” at T edd ing ton , term inating  on M a y  29, in order th a t exh ib its  and  dem o n stra 
tions o f  cu rren t research w ork cou ld  be seen an d  discussed by technicians and  th e  general

public.

The National Physical Laboratory at Teddington 
has now occupied Bushy House and its pleasant 
surroundings for 50 years. It was originally pro
posed that the Laboratory should have as its raison  
d ’etre  the responsibility for standardisation and veri
fication of instruments, testing of materials and the 
determination of physical constants. The scope of 
its work however is now much broader than this, 
and includes fundamental research work, investiga
tion of special problems for Government depart
ments, research associations, technical institutions, 
industrial concerns and others. The research work 
of the Laboratory a t present covers most branches 
of physics, including light, electricity and mag
netism; radio-communication; engineering; mathe
matics; metallurgy; aeronautics; metrology; also 
ship design in relation to form and propulsion. Some 
of the research in progress of interest to readers is 
described below.

Metals at High Temperatures
As a piece of metal cools, it gives out heat. It is 

important to the foundry technician, for example, 
to know how much heat. If this is known, along 
with other information such as its thermal conduc
tivity and its coefficient of expansion, it is possible 
to calculate the best cooling cycle for a casting by 
which it goes cold without internal strain or disin
tegration. For a large casting, many hours or even 
days can be saved by this knowledge.

Partly to give this information, and partly also to 
provide data on specific and latent heats for many 
pure substances at high temperatures, an elaborate 
calorimeter has been constructed at the Laboratory. 
The sample (perhaps a few pounds of specially pure 
iron) is placed in a pot of pure sintered alumina 
(one of the few substances which will stand these 
high temperatures without chemical attacks on the 
sample). I t is surrounded by radiation screens of 
platinum, and by an outside enclosure heated elec
trically and maintained as closely as possible at the 
same temperature as the sample. Small known 
amounts of heat can be added to the sample, and 
the resulting rise in temperature measured by 
thermocouples. The whole apparatus is mounted 
in a large vacuum tank with elaborate provisions 
for control and measurement. The apparatus is 
expected to work up to a maximum temperature of 
1650 deg. C.

Multiplc-unit Fatigue-testing Machine
The N.P.L. has developed a new direct-stress 

fatigue-testing machine in which it is possible to test 
24 pieces at the same time. The test-pieces are dis
posed round a circle with their axes vertical and their 
upper ends secured in a fixed head integral with 
the frame of the machine (Fig. 1). At its lower end

each test-piece is secured to a loading rod (which is 
constrained to move only vertically) by flexible strips. 
The loading heads are prolonged downwards and 
pass through clearance holes in a swash plate which 
is carried on a gimbal mounting at the axis of the 
machine. A nut on the outer end of each loading 
head secures a spring which bears at its upper end 
on the underside of the swash plate. By a central 
screw adjustment,! the centre of the swash plate may 
be raised or lowered relative to the frame of the 
machine. As the swash plate is pushed downwards 
it comes in contact with a runner rotating about 
the axis of the machine in a fixed horizontal plane; 
the plate is thereby tilted and the line of greatest 
slope rotates at the speed of operation, which is 
about 2,900 r.p.m. Each test-piece is thus subjected 
to a pulsating load of which the amplitude is deter
mined by the product of the tilt of the swash plate 
and the stiffness of the stressing spring.

By using springs of different stiffnesses, a variety

F i g .  1 .—M ultiple-iinit Fatigue-testing Machine.
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N .P .L .  M eta llu rg ica l R esearch

of load ranges can be obtained at any one setting of 
the swash plate control. When a test-piece breaks, 
the loading head in falling closes an electrical con
tact which stops the corresponding counter. Thus 
the machine will run on until all the pieces have 
been broken and equally it may be operated with 
any number of pieces. The machine was originally 
designed and constructed for tests on small screws 
and provides load ranges up to 50 lb.

Creep of Metals
The study of the creep of metals at room and 

higher temperatures has been carried out in the En
gineering Division for over 30 years, and has been 
of continuous assistance in the development of 
steam power plant, for ever higher temperatures as 
time proceeded, and in the choice of light alloys for 
reciprocating aircraft engines. I t has also provided 
the information on high-temperature materials which 
was needed for the development of gas-turbines.

This laboratory was the first to begin a compre
hensive study of creep and so has been able to give 
help and advice in the setting up of most of the 
other centres of creep research in Great Britain. 
The present creep laboratory was opened in 
1940, and houses 79 sensitive tensile creep-testing 
machines of N.P.L. design which have been repro
duced widely in this country and elsewhere. Several 
other special-purpose machines available for inspec
tion have been built to study problems such as 
creep under combined stress, and under compres
sion, bending and torsion stresses, the torsion 
-machine measuring creep strain rates down to lO*9 
per hr.

The general work involves study of steels and 
non-ferrous alloys for blades and discs of aircraft 
and marine gas turbines; of components of steam 
power plant intended to operate a t higher steam 
temperatures in new electricity generating stations, 
and of the effect of alloying additions on the creep 
properties of magnesium and aluminium.

In order to study the creep properties of an alloy 
system under different conditions of temperature 
and heat-treatment using standard tensile creep 
test-pieces, it is necessary to make the alloys in 
amounts often undesirably large, especially if the 
constituent metals are costly. An apparatus ha& 
been developed in the Metallurgy Division, however, 
which enables a comparative survey to be made of 
the creep properties of an alloy system by testing 
under compression small cylinders of 0.125 in. dia. 
and 0.25 in. high. The fields most profitable for 
further study by the standard methods may be 
determined with great economy in materials. 
Tests may be made in air or in vacuo a t tempera
tures up to 1,000 deg. C. with stresses up to 6 tons 
per sq. in.

Equilibrium Diagrams
A number of the equilibrium diagrams established 

in the Metallurgy Division were shown. These 
diagrams, which show the changes which take place 
in alloys when the temperature and composition 
change, are of fundamental importance in the in

terpretation of the behaviour of alloys. The neces
sary alloys are made from .materials of the highest 
possible purity; in some cases it has been neces
sary for the Division to prepare these when metals 
of sufficient purity could not be purchased.

Production of Pure Iron
One of the very pure metals which have been 

prepared in Metallurgy Division is iron. Equip
ment was shown in which iron of high purity is 
produced in 25-lb. ingots. Iron of the highest purity 
available commercially is melted in an oxidising 
atmosphere to reduce some impurities and then in 
a vacuum furnace (Fig. 2) in which a slight pressure 
of hydrogen may be maintained to remove oxygen. 
Two high-frequency furnaces are used, one being a 
75-lb. tilting furnace for melting under oxidising 
conditions and a 25-lb. unit for melting under 
hydrogen. They are operated by a 30-kw. motor 
generator set (5000 cs. per sec.). The 25-lb. unit, 
as shown in Fig. 2,,- is built into a steel tank which 
can be evacuated by a high-capacity rotary oil pump. 
The molten charge is cast into a mould by tilting, the 
furnace by outside controls. The metal so prepared 
is used in the study of the mechanical properties of 
very pure iron, a subject on which little knowledge 
is available. This iron is brittle at low temperatures, 
the change from ductile to brittle fracture occurring 
over a very small range of temperature. The in
fluence of small quantities of alloying elements on 
the onset of brittle fracture is being investigated.

Stability of Analytical Weights
To obtain information on the relative resistance 

to corrosion of analytical weights of the more suit
able materials now available, a selection of 100-grm.

[Crown C opyrigh t Reserved
Fig. 2.— A Vacuum M elting Furnace.
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weights has been subjected to accelerated corrosion, called on in a variety of problems such as the pro-
and stability tests in five representative chemical duction of sintered alumina cutting tools, and the
laboratories. The selection included a large number development of refractories to withstand load and
of plated types, as it was desired to find the effect corrosive attack at high temperatures. The Metal-
of thickness of plating. As to stability of mass, there lurgy Division co-operates with the Engineering
was little to choose between the weights of austeni- Division in researches on fatigue phenomena, and
tic stainless steel (25 per cent. Cr, 20 per cent. Ni), in investigations of alloys at high temperature,
non-magnetic nickel-chromium (80 per cent. Ni, A chemical laboratory is occupied largely with the 
20 per cent. Cr), and the plated weights having a analysis required in the metallurgical work of the
nominal thickness of plating of about 0.015 mm. Laboratory. The study of the thermodynamics of
(0.0006 in.) or more; some weights of specially metallurgical reactions is also undertaken. It should
highly-polished stainless steel seemed, however, 
slightly superior. Chromium-plated weights re
tained their appearance better than any except per
haps those of highly-polished stainless steel and 
nickel-chromium alloy, but they are open to the 
objection that the underlying nickel is slightly mag
netic. No kind of weight appeared to be much 
more suited to one laboratory than to another. An 
incidental outcome of the tests was a clear demon
stration that lead should not be used for the adjust
ment of screw-knob weights, whether they are likely 
to be exposed in corrosive atmospheres or not.

Other Research Work
Interesting work is in progress for studying high- 

melting-point metals, especially molybdenum. Pow
der metallurgy offers a convenient method for pre
paring small samples of such metals and alloys, 
although it is usually necessary to remove the 
porosity from sintered alloys by a forging process.

Research on constructional materials cannot be 
conducted effectively by laboratory experiment only, 
and equipment has accordingly been provided for the 
production and working of metals on a semi-indus
trial scale. Thus the various processes of casting, 
press and hammer forging, rolling, etc., can be 
carried out in conditions admitting of precise con
trol of the factors affecting the ultimate product, and 
especially of the temperature and general heat- 
treatment. In the foundry and rolling mill are in
stalled furnaces of various types, many of which 
have been designed and constructed in the Metal
lurgy Division.

The research on effect of alloying elements upon 
ferrite, already mentioned, and examination of 
problems connected with the presence of gases and 
non-metallic inclusions in steel utilise vacuum- 
fusion apparatus which has also been applied suc
cessfully to the determination of the oxygen content 
of a great variety of other metals, and to the study of 
weld metal. During the war, the investigation of the 
hardening of steels suitable for the penetration of 
armour, and of the problems of production of hard 
sintered tungsten carbide compacts occupied a 
prominent place. More recently, the investigation of 
the properties of steels suitable for the critical com
ponents of electric power plants, the detailed study 
by new microscopic methods of the changes that take 
place in metals when they deform slowly at high 
temperatures, and the study of metals with very high 
melting points, such as may be used in future gas 
turbines, have demanded much attention.

To assist the general work, a refractories section 
has studied the properties of special refractories for 
use a t high temperatures, and its experience has been

he made clear that the reason why there is less 
emphasis on cast iron as a material in work pro
ceeding at the N.P.L. is because such applications 
are delegated to the British Cast Iron Research 
Association. Funds are made available by the 
Department of Industrial and Scientific Research 
for the B.C.I.R.A., with this in view.

Foundry Training Exhibit
The N ational Foundry C raft Training Centre Album 

showing the training at the Centre and the residential 
club, was a most popular exhibit at a stand sponsored 
by the Walsall Youth Employment Service during an 
Exhibition of Arts and Crafts as part o f the Walsall 
Education Week and Festival Celebrations. Examples 
of foundry products were arranged round the Album.

The Y outh Employment Service was publicising the 
Joint Recruitm ent and Training Committees within the 
Walsall area and as will be readily understood, the 
Walsall Foundry Comm ittee has played a promiment 
part in the provision of day-time release to  Technical 
College as well as attendance by its trainees to the 
N ational C raft Training Centre in its ambitious and 
working training scheme for the trade.

The foundry 'section at this Exhibition was outstand
ing and the Y outh Employment Officer in attendance 
stated that intense interest was shown in the foundry 
industry by visitors. This augurs well for recruitment 
in this district.

Forty Years Ago
The June issue of the F o u n d r y  T r a d e  J o u r n a l  for 

1911 has quite a metallurgical flavour. Carpenter’s 
classical research on the G rowth of Cast Iron is repro
duced in part— (continued from an earlier issue); then 
there is a Paper by Dr. Hatfield on the Influence of 
Vanadium on Cast Iron. In the latter case, however, 
the results wore not very exciting. An article from an 
American source describes the casting of railway wheels 
into a rotary m ould. A second one from the U.S.A. 
by Thomas D. West on “ Gas Cavities, Shot and Chilled 
Iron and Iron Castings ” is still worth re-reading. A 
third one from  the same source is by Dr. Richard 
Moldenke on Coke in the Foundry. Cammell Laird 
& Company, Limited, report the making of 129 ton 
ingots in moulds weighing 110 tons. Amongst new 
companies registered appears the name of Duncan 
Stewart & Company, Limited.

W h a t  h a s  e v e r y  a p p e a r a n c e  of being an interesting 
exhibition is being staged at the W atford Town Hall 
from  June 14 to 27. Amongst engineering and foundry 
concerns which have taken space are Blaw Knox, 
Limited, W atford Engineering W orks, Limited, W atford 
Foundry Company, Limited. Wild Barfield Electric 
Furnaces, Limited, and W atford Electric & M anufac
turing Company, Limited.
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Scottish Industrial Developm ent
Giving a reply to critics who argued that the policy 

of bringing new industry to Scotland had gone far' 
enough and ought to be modified, Lord Bilsland, presi
dent of the Scottish Council (Development and In
dustry), claimed that the development of industry 
policy initiated by one Government and carried on by 
another had made a most constructive contribution to 
the restoration of the balance of our economy. He 
agreed that it would be wrong to continue a policy 
which was to the detriment of existing industry or to 
introduce further industry into an area which was fully 
employed.

Lord Bilsland, who was speaking at a luncheon meet
ing of the Glasgow Rotary Club, said that their first 
duty must be to consider the interests of Scotland’s 
heavy and other industries which had been and would 
remain the mainstay of their economy. He did not 
believe that they had yet reached the point where it 
would be prudent to refuse new projects, but they should 
be more selective in the type accepted and be very 
careful where they put them.

On May 29, the wider distribution of industry 
became a major object of policy of the Scottish Council 
(Development and Industry). A new committee has 
been appointed to “ recommend methods of promoting 
economic expansion along appropriate lines in many 
country towns, and country and mining areas, where 
more industrial employment is necessary and practic
able." The committee is under the chairmanship of 
Prof. A. K. Cairncross, the first occupant of the Ghair 
of Applied Economics at Glasgow University, the other 
members being Lord Greenhill, Mr. A. L. Bushnell, 
county clerk of Perthshire, and Mr. P. Hunter Gordon, 
secretary of Resistance Welders, Limited, Inverness. 
The secretary of the committee is Mr. Tom Burns, 
of the social science research centre of Edinburgh 
University.

Sheffield Trade Chamber Officials
President of the Sheffield Chamber of Commerce for 

the ensuing year is Mr. W. H. Higginbotham, who 
was senior vice-president in the previous year. An 
incorporated accountant, he joined Edgar Allen & 
Company, Limited, as secretary in 1930, becoming a 
member of the board three years later and chairman 
in 1945. Mr. W. G: Ibberson, formerly junior vice- 
president, has been elected senior vice-president, and 
Mr. G. M. Flather has become junior vice-president. 
Both are former presidents of Sheffield Junior Chamber 
of Commerce.

Lord Riverdale, chairman of Arthur Balfour & Com
pany, Limited, has been re-elected honorary, secretary 
of the chamber, of which he was president in 1919. 
President of the Association of British Chambers of 
Commerce in 1923. he was Master Cutler of Sheffield, 
1911-12, and has served on numerous committees and 
organisations of both industrial bodies and Government 
departments.

A h i g h  r a t e  o f  p r o d u c t i o n  w a s  maintained in all 
departments of Stewarts and Lloyds, Limited, 
last year. The chairman, Mr. A. G. Stewart, in his 
report for 1950 says that the production of steel tubes 
and of Stanton’s spun-iron pipes showed an improve
ment over 1949 and were consequently record figures. 
Steel production at 1,127,300 tons passed the million- 
ton mark for the first time. Deliveries of steel tubes, 
also a record, amounted to 443,000 tons sold in the 
home trade and 306,000 tons in the export trade. 
Stanton exports remained steady.

Tin Research Laboratories
The newly-opened laboratories of the Tin Research 

Institute at Greenford which were last week available 
for inspection, provide a good example of the set-up 
where facilities for sponsored research are pro
vided by an international marketing authority con
cerned with advancing the technical and hence the 
volume uses of their product. Both fundamental 
research and practical application work go hand in 
hand and it is in this happy collaboration that much 
of the value lies. The laboratories are extremely well 
equipped, cleanly and orderly maintained and different 
sections are adequately segregated. Work in progress 
and in the final stages certainly suggests that the pre
sent need of adaptation to rapidly changing conditions 
of availability of raw materials is a ¡primary considera
tion. In this connection our representative was 
favourably impressed by the tin/nickel ¡plating exhibit, 
the brilliant examples of which would certainly appear 
to rival chromium for lustre. Not so impressive, un
fortunately, was the section devoted to dip tinning 
of cast iron. To the perhaps biased mind of our 
observer the two methods—T.R.I. Chloride and electro- 
steeling—were insufficiently documented and the 
examples shown were poor castings, bad tinning or a 
combination of both. Certainly these examples would 
not persuade the layman to extol the virtues of dip- 
tinned ware.- This impression is placed on record 
mainly to draw attention to the need for manufacturers 
of such articles to ensure that those bearing their 
names when exhibited are worthy samples of their 
production—this viewpoint had obviously been well- 
considered in the display of tin/nickel ¡plating!

Anglo-Swedish Trade
The Swedish Ambassador, Mr. G. Haggloff, pre

siding at the annual meeting of the Swedish Chamber 
of Commerce for the United Kingdom on Friday, 
said that it would not be possible to maintain exports 
to the United Kingdom of scarce commodities such as 
iron ore and timber if Great Britain was unable to 
provide the coal and coke urgently needed.

The sudden cutting down of Britain’s traditional coal 
exports to Sweden to 500,000 tons a year was a most 
serious disappointment, and while bilateral trade in 
1950 had reached an even higher level than had been 
foreseen, the composition of British exports had 
changed, some of the most important items such as 
coal and coke decreasing while others less essential 
to Swedish economy had increased.

Purchasing Commission’s European 
Offices

Two of the four main European offices of the newly- 
formed European Purchasing Commission were 
opened on June 1 in Belgium and Germany. The 
directors of these offices and their addresses are: — 
Mr. Norman W. Doley, 107, Rue Belliard, Brussels, and 
Mr. A. S. Radford, 5, Mehlemer Strasse, Marienburg, 
Cologne. Mr. Doley is an ex-chairman of the British 
Chamber of Commerce in Belgium, and Mr. Radford 
was formerly a member of the staff of the economic 
adviser of the Control Commission for Germany.

The announcement of the setting up of the European 
Purchasing Commission was made by the Minister of 
Supply on May 8. Its object is to encourage the pro
curement in Europe of stores and equipment required 
for the United Kingdom defence programme. Chair
man of the commission is Sir Donald Perrott.
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Loam  and Dry-sand M oulding for a 
Crane B arre l

By Terry Walton
What follows is a step-by-step factual account listing every item o f procedure in the making o f a large 
hollow barrel-shaped casting, which description gained for the Author the first prize in the short- 
paper competition recently organised by the Lancashire branch o f the Institute o f British Foundrymen. 
Coupled with the first prize this year way the award o f the John Wilkinson Medal by the branch. The 
recipient at the time o f writing the Paper was 19 yrs. old and an apprentice at Buckley & Taylor, Limited, 
o f Oldham. Three other competitors were also awarded prizes.

To produce the hollow crane-barrcl casting 
3 ft. outside dia. and 11 ft. long shown in Fig. 1, 
a combination of dry-sand and loam moulding is 
employed and the detailed method is as follows: —

A  flat plate is placed on a  level bed and three 
mid-parts are bolted to it. A cross-spindle-base 
(Fig. 2) is then fastened to the centre of the flat 
plate. The spindle is inserted in the well-greased 
hole and checked for being perpendicular by means

Sweeping the Mould
The sweep (Fig. 3) is then placed over the spindle 

and set by means of a level, the diameter o f the 
mould being checked by a diameter-checking strip. 
The two arm-locking nuts are next tightened and 
the sweep re-checked. Two layers of bricks are laid 
as a foundation of the mould and a loam brick wall 
is built-up around the circular movement of the 
sweep, allowing about one inch clearance between

F ig . 1.— Sectional View  
and End Elevations 
o f the Crane Barrel 
Casting.

of a  set square and spirit level. A straight-edge is 
then placed across the box edge and the depth of 
the sweep is marked on the spindle. Bushes are 
placed over the spindle to within an inch of the 
mark. A layer of sand is then rammed over the 
plate and a  cinder bed is made. Straw is spread 
over the cinder bed and sand is rammed almost up 
to the level of the last bush.

the bricks and the sweep. Loam is used as a 
mortar between the bricks. The outside of a runner 
core is tarred and then built into the brickwork. 
Following this, a second wall is built around the 
first, leaving a 3-in. cavity between. A 2-in. dia. 
downgate is placed against the entrance of the 
ingate core and black sand is rammed-up behind 
the second wall, and the joint is made level with

» I

F ig . 2.- -Cross Spindle Base Forming the Seating for  
the Strickles. Sweep Board and M anner o f its Assem bly.
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F ig . 4.— Barrel Part o f the Pattern Equipm ent for  
Forming the End Portion.

the box edge. Stiff loam is then daubed against 
the clay-washed bricks, the excess loam being 
removed by rotating the sweep. The sweep is then 
removed, and a fire is placed in the mould. When 
the mould has stiffened up a little the fire is 
removed, and the sweep replaced. It is then slipped 
up with thin loam, red sand and water. After the 
sweep has been rotated a  few times and a  good 
finish has been obtained, it is removed. The six 
ribs which were previously bedded in the stiff loam 
are now withdrawn and the sides touched up. The 
mould is then sent into the stoves for slow drying. 
After drying, the mould is sand-papered, blacked, 
and re-stoved.

Forming the Ends and Body
Next, a level sand bed is made and the mould 

is placed on it. The spindle is inserted in the hole 
and a circular board placed over it. Sand is rammed 
over the board, and strickled-off level with the 
joint. A thick layer of parting sand is then spread 
on the joint and the barrel part of the pattern 
equipment (Fig. 4) is placed over the spindle. 
A good pair of pins are fixed in the bottom box 
and a mid-part is placed over them. A layer of 
facing sand 11-in. thick is riddled on to the joint 
and then the flange is removed from the pattern. 
A grid is placed over the pattern leaving about 
-V-in. clearance all round. This grid is fastened to 
the sides of the box byi means of bars and wedges, 
a few gaggers are also used. The pattern is then 
lined with facing sand and backed up with black 
sand. The downgate is placed in position and the

F ig . 5.— One o f the M ovable Studs fo r  Centralising the 
Core.

I ...... I STRICKLE

F ig . 6.— H alf Core Frame and Strickling Equipment fo r  
the M ain Core.

sand fully rammed. When the sand is finish 
rammed up to the top of the pattern, the pattern 
is drawn up and checked by a depth stick. Mid
parts are added and further ramming is continued 
until the sand is about 6-in. from  the top of the 
pattern. The flange is then screwed on. Sand is 
next rammed under the flange and prods are 
“ bedded in ” for .reinforcement. M ore sand is 
added and the joint is made. Parting sand is spread 
over the joint and a well-fitting pair of pins are 
fixed in the box. A  mid-part is placed over the 
pins, an  inch of sand is riddled on to the joint 
and a top part is bolted on. The runner and riser 
pegs are then placed in position and the top part 
is then gaggered out and rammed-up. The two 
joints are finally painted with heat-resisting paint. 
Perpendicular lines are then drawn across the 
joint to make sure that the box is replaced back 
“ on twist ”. The pegs are removed, the edges 
finished and the top is drawn off. The six round 
cores are next fastened into position, the mould 
is finished around them, blacked and brushed up. 
A hole is cut in the mould above the large print 
to allow the core barrel to rise above the height 
of the bush. Horse-shoe nails are placed around 
the neck of the barrel; these serve adequately as 
mild denseners.

Pattern Draw
The pattern is withdrawn and the top half is 

finished. The mould is then parted and placed 
carefully on large weights for storage while the 
rest of the middle part is finished and blacked. 
About 6-in. from  the top of the middle part, four 
holes are cut in the side of the mould. Holes 
are also made in the joint to connect these holes 
to the box edge so as to accommodate movable 
studs (Fig. 5). The mid part is then placed in the 
stove to dry.

F ig . 7.— View o f the Core-box and Loose Pieces for the 
Segmental Brake-drum Cores, Six o f which are 
required.



JUNE 7, 1951 FOUNDRY TRADE JOURNAL 613

Again, after drying the sand, board and spindle 
are removed, the hole is filled up and any part 
of the mould which has been damaged is mended, 
and it is then returned to the stove.

Making the Cores
A grid bed is prepared in the usual way. The 

core frame (Fig. 6) is placed on the bed, parting 
sand is spread inside the core frame and the outline 
of the core is marked out. The frame is removed 
and the grid stamped out. Prods are put on the grid 
and six bolt holes are cored out. Two grids are 
made and cast in this manner (the bolt holes being 
made to correspond). No metal sections must 
exceed 5 in. diameter, otherwise difficulties arise 
in fettling. Six wrought-iron hooks are cast into 
the grids and six smaller grids are cast separately 
for the segment cores of the brake drum.

For making the first half of the main core, 1 in. 
of core sand is spread inside the frame, on a long 
plate. One of the barrel grids is placed on the sand, 
the frame is placed over the grid and the bolt holes 
are marked on the frame. Facing sand 2 in. thick 
is then rammed over the grid and boards (weights 
are used to anchor the frame), sand being 
rammed against the boards. A cinder bed is made 
in the centre of the core and sand is then rammed 
over the cinders and the excess strickled off. Next, 
the frame is drawn off and the core is finished 
in the usual way, the excess sand being cleared from 
above the hooks; the core is then dried. The other 
half of the core is made in a similar manner. The 
two halves are finally blacked and bolted together, 
with iron packing between the two grids. The core 
is then stood on end in the stove; the bolt holes 
and joint being made up.

A 3-in. dia. core barrel is placed on two trestles 
and the strickle is set. Hay band is then wrapped 
around the barrel as it is rotated and fastened at 
the end, a clearance of about in. being left be
tween the hay band and the strickle. Clay is 
daubed against the hay band and stiff loam is 
patted against the clay, leaving a clearance of about 
i  in. Thin loam is now spread along the strickle 
and the barrel is rotated, the core being finally 
slipped-up with sieved loam and water. This core 
is next dried, taking care not to burn the hay band. 
After drying it is sand-papered to size and shape, 
and then blacked and re-stoved.

Each segment core is made from a core-box, 
shown in Fig. 7, which is first placed on a 
small plate, and 1 in. of core-sand is spread inside 
the box, and the grid is placed on the sand, a hook 
being fastened to the grid. The core is rammed up 
with a cinder bed in its centre. The box is drawn 
off and the core is finished, the loose pieces being 
drawn out and the hanging parts “ bedded out.” 
This core is next dried, touched up and blacked. 
Six cores are made similarly from this core-box.

Mould Assembly
Commencing assembly of the mould, the bottom 

part is placed on a level bed in the casting pit. The 
six cores which form the brake-drum are first

placed in their prints and checked. The body core 
is next centred in the print and wedged against the 
sides of the pit, a seal of oil-sand being placed 
around the joint. The middle part of the mould 
is then lowered over the core and thei core held in 
position whilst the wedges are removed. After the 
middle part is tried, it is parted again to check 
for “ crashes ” and to prove the seal. The movable 
studs are placed in their holes and the middle is 
lowered on, the core being centred by means of 
these studs. Waste is packed around this core 
and the loam core is placed in position, making 
an iron-to-iron contact. Any cracks are sealed up 
and the joints blacked and dried.

Continuing the assembly, the top part is “ blown 
out ” and turned over into position. A large bush is 
placed on this top part and the runner and riser 
pegs are placed in position. Round bushes are 
placed around the loam barrel hole, and the outside 
is lined with sand. The riser is bushed-up sepa
rately, the outside of this also being lined with 
sand. The bush is then made up in the usual 
manner and the tops of the runners are shaped to 
take ball stoppers. An oil-sand seal is placed 
around the joint, and covered with papers. The 
top part is tried on, taken off again, and the waste 
and paper removed. The top is put on for the last 
time and the marks checked. The joints are finally 
bolted together and a bar is placed across the barrel. 
This bar is then bolted down with large hook-bOlts 
and, finally, the two joints are stopped-in with sand 
and water.

Casting
The ladle is filled with high-duty iron from the 

cupola which is allowed to cool down to the cast
ing temperature. The bush is first filled and the 
downgate stopper is removed. Enough metal is 
then allowed to flow in so that the brake-drum cores 
are covered before the other six stoppers are with
drawn.

The speed of running the casting is carefully 
controlled at a  set rate. The metal is drop poured 
to prevent any solid patches forming half-way up. 
At no time is the depth of metal in the bush per
mitted to be lower than four times the diameter of 
the largest runner peg. After an adequate period, 
the mould i's eased and the casting finally extracted 
ready for cleaning operations.

Book R eview
The Nationalised Industries.—An analysis of Statutory 

Provisions by D. N. Chester, c.b.e. Published by 
George Allen and Unwin, Limited, Ruskin House, 
40, Museum Street, London, W.C.l.

This is a matter-of-fact account of the constitution of 
the various nationalised industries and such an account 
is necessary as they vary considerably. Each phase such 
as emoluments, terms of appointment and dismissal, 
and similar phases, are all set out logically. This is 
the second edition and it has been enlarged to include 
iron and steel. We hope in the third edition the Author 
will be able to delete this. As a work of reference this 
booklet is of great value.
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Publications R eceived
Welding, Joining and Cutting of Gray Iron. Published 

by lhe Gray Iron Founders’ Society, Inc., and 
obtainable from the Penton Publishing Company, 
Limited, of 2, Caxton Street, London, S.W.l. Price 
11s. post free.

Very great interest was aroused in the British foundry 
industry on the subject of welding cast products as a 
result of presentation to the last annual conference of 
the Institute of British Foundrymen of a committee 
report on the reclamation of castings by welding. Thus 
the appearance of this 40-page pamphlet from the Gray 
Iron Founders’ Society is especially opportune. For 
one thing, it covers more than just reclamation, for 
illustrated examples are given of composite assemblies 
with aluminium. The 34 illustrations incorporated are 
alike clear and illuminating. Especially does the re
viewer favour those showing the bonding of aluminium 
fins to grey-iron castings. The pamphlet opens up with 
an excellent description of the underlying principles 
governing the welding of cast iron by stressing the need 
for the reconstitution of the original properties. The 
first actual welding operation to be dealt with is that 
involving the use of oxygen and acetylene. It is de
scribed in considerable detail, and rod compositions 
and sizes for various duties are included. This is cited 
as being typical of the information disclosed. This 
section is followed by arc welding, using both nickel- 
base and mild-steel electrodes as well as the carbon-arc 
using a grey-iron filler rod. Then information is given 
on inert-gas tungsten-arc welding—a relatively new pro
cess. Next, there is an interesting section on arc- 
braze welding. The fifth section covers Thermit weld
ing, soldering, flash welding, pressure welding and 
bi-metal casting. The final chapter is devoted to two 
methods of cutting cast iron—oxy-acetylene and arc. 
At the end there is a bibliography of purely American 
literature on the subject. It is a really good pamphlet, 
and when studied in conjunction with the T.S.23 
report, a very complete insight into the subject of 
welding of cast iron will be obtained, for the two 
publications are complementary.

Productivity Team Report on the Wrought Non-ferrous 
Metals Industry. Published by the Anglo-American 
Council on Productivity, 21, Tothill Street, 
London, S.W.l. Price 4s. 6d., post free.

This report follows much the same pattern as earlier 
ones, except that but few references are made to the 
background conditions of British and American ways 
of living and their very pronounced effect on pro
ductivity. Thus the report is practically all technical. 
The reviewer was intrigued with a reference to “ cupola 
patch,” but he finds that this is a neutral refractory 
used for lining Ajax Wyatt furnaces, consisting to 
the extent of 75 to 80 per cent, of alumina. The 
report covers quite a number of activities and includes 
rolling, extrusion, wire, and tubes. A foundryman 
reading of these processes certainly receives the im
pression that these related industries are in much the 
same position as his own, and require a fundamental 
change in the taxation position before any real progress 
can be made.

R i c h a r d  C r i t t a l l  &  C o m p a n y , L i m i t e d —Sir Leonard 
Dyer has accepted an invitation to join the board. He 
is chairman and managing director of British Automatic 
Refrigerators (1936), Limited, J.D. Insulating Company, 
Limited, and General Air Conditioning Industries, 
Limited.

T.U.C. Evidence on Taxation
In the evidence submitted by the General Council 

of the Trades Union Congress in the Royal Com
mission on Taxation of Profits and Income, published 
on May 25, the opinion is expressed that the dis
incentive effects of P.A.Y.E. have been exaggerated. 
All that could be justifiably claimed was that most 
individuals reach a certain point where their extra earn
ings were not sufficient to counter-balance the attrac
tiveness of more leisure. There was a case, however, 
the council added, for a smoother graduation of taxa
tion up to the point at which the standard rate applied 
and more should be done to let taxpayers know how 
P.A.Y.E. worked and how it affected them.

The maintenance of full employment, it was stated, 
should be the primary object of fiscal policy. The 
Government could and should undertake to provide 
risk capital for enterprise. Support is given to the 
principle of the profits tax on the grounds that the 
community as a whole is entitled to share in the addi
tional profits which accrue, to companies in conditions 
of full employment, which are regarded in part as “ the 
result of exploiting conditions not created by the busi
ness community.”

I.C.I. Director’s Presidency
During the past three years since Sir Arthur Smout 

has been a vice-president of the Birmingham Chamber 
of Commerce, the chamber has met on Mondays—when 
he is in London at a committee meeting which takes 
place on that day. But for this, it is likely that Sir 
Arthur would have become president of the chamber 
before. However, on May 28 he was elected to the 
presidency, which he will take up on his return from 
America, where he is at present engaged on a trade 
mission.

A director of Imperial Chemical Industries, Limited, 
Murcx, Limited, Murex Welding Processes, Limited, 
and Pyrotenax, Limited, Sir Arthur is president of the 
Institute of Metals and vice-president of the Institution 
of Mining and Metallurgy. He is a life governor and 
member of the council of Birmingham University and 
for three years during the war he was Director- 
General of Ammunition Production.

British Coke Ovens for U.S.
In competition with leading American and Conti

nental firms, Simon-Carves, Limited, Cheadle 
Heath, Stockport, has secured a contract for over 
£1,000,000 of work in St. Louis, Missouri. The contract 
is for the building of a battery of 40 coke ovens for 
the Great Lakes Carbon Corporation, one of the largest 
American manufacturers of carbon electrodes for steel 
furnaces.

The ovens, which will carbonise 530 tons of coal a 
day for the manufacture of high-grade foundry coke, 
will be of entirely British design, and the materials, 
apart from bricks and cement, will mostly be shipped 
from Manchester, Liverpool, and Newcastle-upon-Tyne. 
The work will probably continue for 12 months, and 
will be carried out under British supervision.

I n c r e a s e d  o u t p u t  of all the main products was 
achieved in 1950 by the Imperial Smelting Corpora
tion. Limited, says Mr. John R. Govett, chairman, in 
his annual statement. The output of zinc metal was 
considerably higher than in the previous year. Sulphuric 
acid production figures again exceeded all past records. 
Production of zinc dust was raised to a record level to 
meet urgent requirements of the dyestuffs industry.
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Iro n  and Steel Institu te Annual Meeting
Mr. Richard Mather Inducted as President

There was an excellent attendance at 4, Gros- 
venor Gardens, London, S.W.l, on May 30 to 
pay tribute to the new president, Mr. Richard 
Mather, who is chairman and managing director of 
the Skinningrove Iron Company, Limited. On the 
first morning of the three-day annual general meet
ing were held the formal business, presentation of 
prizes, induction of the president, delivery of his 
address and a discussion on the steelmaking con
verter process.

Bessemer Medal for 1951.—An announcement 
was made of the award of the Bessemer Medal for 
1951 to M r . B e n ja m in  F a ir l e s s , president of the 
United States Steel Corporation, in recognition of 
his distinguished services to the iron and steel in
dustry. His academic distinctions include a doc
torate in engineering of the Stevens Institute of 
Technology obtained in 1943, and honorary degree 
of Kent State University and University of Pitts
burgh. He is also vice-president of the American 
Iron and Steel Institute.

Sir Robert Had field Medal for  1951.— M r . W. 
B a rr , chief metallurgist and executive director of 
Colvilles, Limited, and a director of Fullwood 
Foundry Company, Limited, received the Sir Robert 
Hadfield Medal for 1951. Mr. Barr is a founder 
fellow and member of council of the Institution of 
Metallurgists, and has been a member of council 
of the Iron and Steel Institute since 1948. He was 
elected president of the West of Scotland Iron and 
Steel Institute in 1949.

Andrew Carnegie Silver Medal for 1950.—The 
Andrew Carnegie Medal was awarded to M r. W. B. 
W in t e r b o t t o m , reader in metallography at the Tech
nical University of Norway for his Paper on “ Opti
cal Studies of the Oxidation of Iron at Temperatures 
in the Range, 20 to 265 deg. C.” His work for the 
Paper was carried out at Trondheim. He graduated 
in applied chemistry (metallurgy) at Manchester 
University in 1924, going to Norway in 1934.

Williams Prize for  1950.—The Williams Prize 
was awarded jointly to M r . T. H . H a r r is , manager 
of the electric-melting shop at Brymbo Steelworks, 
Limited, Wrexham, and M r . W. H . E v e r a r d , mana
ger of the steel-melting plants of Edgar Allen & 
Company, Limited, for their Paper, *“ Use of the 
Oxygen Lance in British Electric Furnace Practice.” 
M r . D. J. O. B r a n dT (B.I.S.R.A.), third co-author, 
was not eligible to receive the award, as he was not 
“ actually engaged in steelmaking.” It is regret
table he was not included, as he has spent a great 
deal of time in the melting shops mentioned on this 
work and worked hard to obtain data for the Paper.

Ablett Prize for  1950.—M r . D. A. W is e  and D r . 
L. N. B r a m ley  received the Ablett Prize.

PRESIDENTIAL ADDRESS
After the prizes had been distributed, M r. Richard 

Mather was inducted as the new president. Mr.

Mather was educated at Sheffield, where he obtained 
an honours degree in metallurgy in 1907. Since then 
he has held the following offices:—Metallurgist to 
Cochrane & Company, Limited, ironfounders, 
Middlesbrough; metallurgist, Research Department, 
Woolwich; metallurgical inspector to the Govern
ment of India; technical adviser to the Indian Tariff 
Board; technical director, Tata Iron & Steel Com
pany, Limited, Jamshedpur; director, Pease & 
Partners, Limited. In 1942 he took over his present 
position. From 1946-49, Mr. Mather was a mem
ber of the Iron and Steel Board of the Ministry of 
Supply. He was representative of British employers 
at meetings of the Iron and Steel Committee of the 
International Labour Organisation in the U.S.A. in 
1946, Sweden 1947, Geneva 1949, and was elected 
chairman of the Employers’ Group at the 1947 and 
1949 meetings.

Nationalisation
At the outset of his address on “ The Iron and 

Steel Institute and the Industry,” the president re
called that, but a few months ago, the greater part 
of the iron and steel industry in Great Britain was 
nationalised, and the units affected brought under 
the ownership of the Government through the Iron 
and Steel Corporation of Great Britain. This con
centration of so large a part of the industry, he said, 
was a change more far-reaching than any which the 
industry in Great Britain had yet experienced. It 
was, therefore, of interest to consider what effect 
it might have on the activities of the Iron and Steel 
Institute. By way of introduction the speaker briefly 
referred to the early history of the Institute, pointing 
out that it was established in 1869 on the initiative 
of a group of Northern ironmasters. Its purpose 
was to be the focus of discussions of current practice 
in the industry and of possible developments. It 
was not intended to be in any way a local organisa
tion, or even a purely British one. Indeed, before 
the Institute had been in existence for a full year 
the first overseas member was admitted, a Mr. 
Thomas Blair, ironmaster, of Pittsburgh.

Early Members
Many of the first members of the Institute were 

actual proprietors of, or partners in, undertakings 
of the iron and steel industry, and the president drew 
attention to the initiative of these men in found
ing an Institute whose main objects were to break 
down technical secrecy and to encourage scientific 
study and discussion of the operations and possible 
developments of a great industry. The Institute thus 
began as an activity of the industry through many 
of its important members, who were principally 
owners or managers of the works then in existence.

From its beginning, the Institute attracted papers 
on new steel-making processes and, although few of
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these survived, there was little doubt that the exist
ence of the Institute as a focus of publication stimu
lated new ideas; its discussions in several cases short
ened the time during which an over-sanguine inven
tor continued to spend time, energy, and money on 
an inherently unsound project. The Institute came 
into being too late for the earliest discussions on the 
Bessemer process or on the new regenerative furnace 
of Siemens, but Bessemer was a member of the 
Provisional Committee that established the Insti
tute, and he became its second president. Siemens 
was elected a member of the Institute in its first 
year, attended some of its earliest meetings, and was 
elected president in 1877.

The most outstanding development, which re
ceived its first public discussion through the Insti
tute, was the basic process, which Thomas and Gil
christ first announced in a Paper presented to the 
Institute in 1879 and a further one in 1881. If its 
first reception now seemed to have been luke
warm, it should be remembered that the Institute 
had in the few preceding years discussed several 
other attempts at dephosphorisation, all of which 
had been found to fail in practical trials. The first 
Paper by Thomas and Gilchrist, however, promptly 
led several manufacturers in Britain and the Con
tinent to try the process in their works, with such 
success that the names of Thomas and Gilchrist were 
to-day among those most honoured in iron and steel 
circles throughout the world.

Possible Nationalisation
Referring to nationalisation, the president said 

that if the consolidation into one ownership of so 
preponderant a part of the British industry had fol
lowed the lines of some of the other measures of 
nationalisation, he would frankly be apprehensive 
of its effect on the vigour and future possibilities 
for good of the Institute. However, if the recent 
reorganisation of the British steel industry endured, 
it would be advisable for everyone to be more vigi
lant than had been necessary in the past, to ensure 
that there remained freedom from any restrictions 
(more particularly, perhaps, indirect restrictions) of 
their practice of full discussion of any of the tech
nical matters which came within the scope of the 
Institute. Administrative practices could, in the 
long run, be of more influence than the nominal 
form of an organisation. These practices might, 
without any deliberate intention on the part of the 
administrators, and perhaps almost without recogni
tion of their early effects, result in some loss of tech
nical freedom by the individual. He might gradually 
find himself with fewer opportunities to express his 
views, or unable to advance new ideas. Conclud
ing, the president said the future well-being of the 
industry would depend, as its past successes had de
pended, on the freest access to open discussion, on 
criticism of existing practices, and on the production 
of new ideas and their testing in practice. The mem
bers of the Institute, in their duty to their industry, 
should constantly ensure that these fruitful methods 
of its further growth remained available to them
selves and to their successors.

Industrial Safety Exhibition
Foundrymen had a wealth of useful data for study in 

the Festival Exhibition organised by the Birmingham 
and District Industrial Safety Group and opened by the 
Lord Mayor of Birmingham at Bingley Hall on May 30. 
Not a trade show, but designed to illustrate how far 
industrial accident prevention has developed, the exhibi
tion is the first of its kind in the country, covering such 
specific exhibits as a flame-trap recently developed by 
the Midland Gas Board and a pressure detector to test 
a potential transformer operating at 5,000 volts shown 
by the British Electricity authority, and I.C.I.’s mobile 
information unit, illustrating the intellectual approach 
to accident prevention in its analysis of Heinrich’s theory 
of the basic philosophy of safety.

Colour in the foundry, turquoise, green, or grey for 
Shops where there is heat, and quiet tones of mono
chromatic harmonies preferably in blue for the machine 
shops and any departments where there is noise, illus
trated the experts' findings on this subject. Another 
development in safety technique—music during work— 
came up for equally authoritative verdict and, although 
it was stated that 80 per cent, of operatives wanted 
music, foundry workers were strongly among the 20 per 
cent, minority, moulders having a particular dislike of 
incidental noises off.

Machine-shop and die-casting specialists watched with 
keen interest the G.E.C. (Witton) exhibit of a photo
electric-cell mechanism serving as a guard to a press, 
but applicable to any machine where a wire guard is 
now used. This may well be described as revolutionary, 
because its acceptance by industry would make obsolete 
the present standard guard. Immediately an operator 
puts his hand into a danger area, an invisible ray is cut 
and the break in contact instantaneously stops the 
machine.

F.B.I. Training Scholarships
Four engineering graduates from Pakistan, selected 

jointly by The F.B.I. and the Pakistan Government, 
have arrived in this country for two years’ training 
in British workshops under the overseas scholarships 
scheme. These graduates will receive their training at 
Glenfield & Kennedy Limited, English Steel Corpora
tion Limited, British Electricity Authority, and B.S.A. 
Tools Limited respectively.

Twenty countries are taking part in the F.B.I. scheme 
through "which it is hoped to award 100 scholarships 
every year. In the next few months, engineering 
graduates are expected from Australia, Ceylon, Iran. 
Kenya, Sudan and Uruguay. Under the scheme (with 
which U.K. government departments and industrial 
and educational organisations are associated) about 
sixty companies have offered vacancies for the first 
two years. The intention is to provide fully-trained 
technicians, urgently needed to assist the economic 
development of the participating countries and also to 
strengthen their trade with the United Kingdom and 
generally to promote mutual understanding and good 
will.

Nickel Price Increase
The International Nickel Company of Canada. 

Limited, and its associated company, the Mond Nickel 
Company, Limited, announce that, consequent upon the 
considerable and continued rise in costs, their prices 
for nickel have been increased with effect from June 1. 
The Mond Nickel Company is raising its price for re
fined nickel in the U.K. to £454 per ton delivered, and 
there are appropriate increases for other countries.
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Pig-iron and Steel Production
Statistical Sum m ary fo r  March

The following particulars of pig-iron and steel 
produced in Great Britain have been detracted 
from the Statistical Bulletin for April, issued by the 
British Iron and Steel Federation. Table I gives the 
production of pig-iron and ferro-alloys in March, 1951, 
and number of furnaces in blast; Table II, production 
of steel ingots and castings in March, and Table III, 
deliveries of finished steel. Table IV summarises 
activities during the previous six months.
T a b le  I .—  W eekly  A verage P ro d u c tio n  o f  P ig -iro n  a n d  Ferro-a lloys 

d u r in g  M a rch , 1951. (T h o u sa n d s  o f  T o n s .)

D is tr ic t .
F u r

n aces
in

b la st.

H em a 
t it e .

B asic . F o u n 
dry.

F orge. Ferro
a lloys.

T o ta l.

D erb y , L eics.,  
N o tts .,  N or-  
th a n ts , E s s e x . . 24 1 7 .1 2 1 . G 1 .3 4 0 .0

L an cs. (ex c l.  
N .W . C oast), 
D en b ig h , F lin ts, 
an d  C h eshire . . . 0 8 .4 1 .2 9 . G

Y o rk sh ire  (in c l.  
Sheffield , ex c l.  
N .E . C oast) . .  

L in co ln sh ire
j

13 2 3 .2 2 3 .2
N o r th -E a s t  C oast 23 7 . G 3 5 .3 0 . 3 — 1 .4 4 4 . G
S cotlan d 9 0 .8 11 .4 2 .7 — — 1 4 .9
S ta ffs ., S hrops., 

W orcs. and  
W arw ick 9 8 .9 1 .5 1 0 .4

S . W a les  and  M on. ! 3 .3 2 2 .7 — — — 2G .0
N orth -W est C oast 8 1 4 .2 — 0 .1 — 1 .1 1 5 .4

T o ta l 99 2 5 .9 1 2 7 .0 2 6 .2 1 .3 3 .7 1 8 4 .1

F eb ru ary , 1951 . . 100 2 5 .7 1 3 0 .G 2 5 .8 1 .1 3 .0 18G .3t
M arch, 1950* . . 100 3 0 .1 1 2 4 .0 2 8 .2 1 .2 2 .9 1 8 0 .5 t

t  Inc lu d os 100 ton s o f  d ir e c t  ca stin g s .

T a b le  I I I .— W eekly  Average D eliveries o f  N on -a lloy  a n d  A llo y  F in ish ed  
Steel. ( T h ou san ds o f T on s.)

P rod u ct. 1949. 1950.
1950. 19 51.

M arch* F eb . M arch

N o n -a llo y  s te e l : 
In g o ts, b loom s, 

b ille ts  and s la b sf 4 .5 3 .0 4 .2 4 .2 * 4 . 0
H e a v y  rails, s le e p 

ers, e tc . 9 .8 1 1 .3 1 3 .3 9 .8 1 1 .4
P la tes  i  in . th ick  

a n d  o v er 3 9 .2 4 0 .0 4 2 .6 4 4 .4 4 3 .8
O th er h e a v y  prod. 3 0 .1 3 8 .7 4 0 .3 4 2 .1 4 1 .4
L ig h t  rolled  prod. 4 0 .4 4 7 .6 4 9 .2 5 1 .4 5 2 .3
H o t rolled  s tr ip 1 7 .1 1 9 .4 1 9 .3 2 1 .5 2 1 .0
W ire  rods 1 5 .1 1 0 .0 1 6 .6 1 7 .7 1 7 .3
Cold rolled  s tr ip  . . 4 .9 5 .5 5 .7 5 .9 5 .0
B r ig h t  s te e l  bars . . 5 .8 0 .5 0 .3 7 .0 7 .2
S h eets, c o a te d  a n d  

u n coated 2 7 .0 3 0 .5 3 2 .4 3 1 .2 3 1 .2
T in , to m e  and  

b la ck p la te 1 3 .7 1 4 .3 1 6 .2 1 3 .4 1 6 .0
T u b es, p ip es  and  

f ittin g s 1 8 .5 2 0 .0 2 1 .2 2 3 .8 2 1 .1
M ild w ire 1 1 .8 1 2 .3 1 2 .0 1 3 .2 1 2 .4
H ard  w ire 3 .2 3 .5 3 .9 4 .2 4 .1
T yres, w h eels and  

a x les 4 .1 3 .5 3 .4 2 .9 3 .0
S teel forg in g s (ex c l.  

drop) 2 .4 2 .2 2 .0 2 .4 2 .3
S tee l ca stin g s 3 .0 3 Í5 3 .7 3 .0 3 .3

T o ta l 2 6 3 .8 2 7 8 .4 2 9 3 .5 2 9 9 .3 2 9 7 .4
A llo y  steel 1 0 .4 1 0 .0 1 0 .8 1 2 .4 1 2 .3

T o ta l d e liv e r ie s  from  
U .K . prod.J 2 7 4 .2 2 8 9 .0 3 0 4 .3 3 1 1 .7 3 0 9 .7

.<4(Zdimported fin ished  
s te e l 9 .5 3 .8 5 .2 3 .2 3 .7

2 8 3 .7 2 9 2 .8 3 0 9 .5 3 1 4 .9 3 1 3 .4
D edu ct  in tra -in d u stry  

conversionll 5 1 .0 5 3 .4 5 7 .5 G2.G 61*0

T o ta l d e l iv e r ie s . . 2 3 2 .7 2 3 9 .4 2 5 2 .0 2 5 2 .3 2 5 2 .4

t  O ther th a n  for co n v ersio n  in to  a n y  form  o f  fin ish ed  s te e l  l is te d  
ab ove .

t  In c lu d es fin ished  s te e l  p rod u ced  in  th e  U .K . from  im p o rted  in g o ts  
an d  sem i-fin ish ed  s te e l.

|| M a ter ia l for co n v ersio n  in to  o th e r  p rod u cts a lso  lis te d  in  th is  ta b le .

T a b le  I I .—  W eek ly  A verage P ro d u ctio n  o f S teel In g o ts  a n d  C astin gs in  M arch , 1951. (T hou san ds o f  T on s.)

D is tr ic t .
O pen-h earth .

B essem er. E le c tr ic . A ll o th er.
To ta l. T o ta l  

in g o ts  and  
ca stin g s .A c id . B a sic . In g o ts. C astin gs.

D erb y , L eics., N o tts ,  N o r th a n ts  a n d  E sse x __ 3 .0 1 0 .7  (basic) 1 .3 0 .2 1 4 .0 0 .6 1 5 .2
L an cs, (ex c l. N .W . C oast), D en b ig h , F lin ts .,  

and C heshire I  0 .8 2 2 .4 __ ’ 1 .5 0 .4 2 4 .2 0 . 9 2 5 .1
Y o rk sh ire  (ex c l. N .E .  C o a st a n d  Sheffield ) 
L in c o ln s h ir e ................................................

J
2 9 .7 __ _ _ 0 .1 2 9 .7 0 .1 2 9 .8

N o r th -E a st  C oast 1 .3 0 2 .1 — 1 .0 0 .4 0 3 .2 1 .6 0 4 .8
Scotlan d 4 .5 4 0 .0 — 1 .7 0 .7 4 5 .6 1 .9 4 7 .5
StafTs., S h rop s., W orcs. and W a rw ick  
S . W a les  and, M on m ou th sh ire

— 1 5 .9 — 0 .7 0 .0 1 5 .9 1 .3 1 7 .2
1 0 .G 5 0 .9 5 .7  (b asic) 0 .9 0 .1 0 7 .7 0 . 5 6 8 .2

Sheffield  ( in c l. sm all q u a n tity  in  M anch ester) . . 8 .4 2 0 .0 — 7 .8 0.0 4 1 .0 1 .8 4 2 .8
N o r th -W e st C oast . .  ................................................ 0 .0 2 .4 4 .2  (a cid ) 0 . 3 0 .1 7 .5 0 .1 7 .0

T o t a l ................................................................ 2 6 .2 2 5 3 .0 2 0 .0 1 5 .2 3 .2 3 0 9 .4 8 .8 3 1 8 .2

F eb ru a ry , 1951 2 8 .4 2 5 6 .0 2 1 .7 1 0 .4 3 .5 3 1 0 .7 9 .3 3 2 6 .0
M arch, 1950* ................................................................ 2 4 .0 2 0 4 .8 2 2 .0 1 5 .0 3 .4 3 2 0 .8 9 .0 3 2 9 .8

T a b le  IV .— G eneral S u m m a ry  o f P ig -iro n  a n d  S teel P ro d u ctio n . (W eek ly  A verage  in  T h ou san ds o f T on s.)

P eriod . Iron-ore
o u tp u t .

Im p o rted
ore

con su m ed .

Coke  
rece ip ts  b y  

b la st-fu r 
n ace ow ners.

O u tp u t o f  
p ig-iron  

and ferro
a llo y s .

Scrap  
u sed  in  
Bteel- 

m a k in g .

S teel (in c l. a llo y ).

Im p orta .J
O u tp u t o f  

in g o ts  and  
c a stin g s.

D e liv e r ie s  
o f  fin ish ed  

s te e l.
S to c k s .f

1949 ................................. 258 109 199 183 188 17 2 9 9 233 1,071
1950 ................................. 249 174 197 185 197 9 313 2 39 997
1950— O ctober 260 183 201 194 202 5 328 251 1 ,097

N ovem b er* 200 179 200 193 206 6 336 261 1,060
249 171 198 188 175 5 296 234 997

1 951— J an u ary* 258 103 200 183 183 7 300 236 920
F eb ru ary 262 164 202 180 193 7 320 2 52 875
March 207 107 204 184 187 6 318 848

t  S to ck s a t  th e  en d  o f  th e  y ears a n d  m on th s sh o w n . {  W eek ly  av era g e  o f  ca len d ar  m o n th . •  F iv e  w eek s (a ll ta b les).
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Personal
D r . F ranz K in d , a  founder member, has been 

nominated as president of the North Western Fuel 
Luncheon Club for the 1951-52 session.

M r . E . H unter , technical director, Foundry and 
Engineering Division, Incandescent Heat Company, 
Limited, is sailing to-morrow in the Queen Mary on a 
business visit to the United States.

A dmiral Lord  M ountevans , k .c .b ., c.b„ d .s .o ., 
ll .d ., has accepted the post of chairman of Parsons En
gineering Company, Limited, the marine-enginc manu
facturers, of Southampton.

M r. I. A. R . Stedefo rd , chairman of Tube Invest
ments, Limited, left Britain by air on June 3 for busi
ness consultations in Canada and the United States; he 
will return to Britain within about fourteen days.

M r . T . R. T aylor, of 51, Netherpark Avenue, 
Netherlee, Glasgow, S.4 (telephone: Merrylee 4213), 
has been appointed Scottish representative of Follsain- 
Wycliffe Foundries, Limited, and Varatio-Strateline 
Gears, Limited.

M r. J ack Vev e r s , who for the past 20 years has been 
with Mitchell Engineering, Limited, both in London and 
Peterborough, left by air on May 17 to take up the post 
of chief engineer at the Johannesburg office of Simon- 
Carves, Limited.

Mr. T. Sari W illiam s , managing director of Williams 
& Williams, Limited, manufacturers of metal windows 
and doors, of Chester, has been elected a member of 
the Chester City Council. He is a Freeman of the 
City of Chester.

L ord B ilsland , chairman of the Scottish Council 
(Development and Industry), has been presented with 
his portrait in oils by shareholders of the Union Bank 
of Scotland, Limited, in recognition of his services as 
chairman, a position which he has held since 1935.

M r . W. K enneth  G. A llen , joint managing 
director of W. H . Allen, Sons & Company, Limited, 
mechanical and electrical engineers, of Bedford, has re
turned after a 32,000-mile business trip to Australia. 
M r . H . N orman G. A llen , the company’s engineer
ing director, is now making a business tour of Canada.

M r . H . W . G. H ignett has been elected president 
o f the Birmingham Metallurgical Society, and M r . W .G .  
T ucker , M r . G. P arkin , M r . H . E van s , and M r . 
J. O. H itchcock  haves been elected vice-presidents. 
M r . A. C. Craig  has been elected honorary treasurer, 
and M r . R. K in g , M r . R. C had w ick , M r .- K. G. 
Su m ner , and M r . J. F. W a ha cf . have been elected 
to the council.

Mr. Charles S. G ill , managing director of Davy 
and United Roll Foundry Limited, received a presenta
tion of Sheffield Plate at the recent meeting of the 
Back-up Roll Makers’ Association. Largely instru
mental in the formation of the Association, he  ̂ has 
been its chairman from its inception until his resigna
tion took effect recently. The presentation was made 
by the new chairman, Dr. Dadswell, of the English 
Steel Corporation.

M r . H. N orman W rig ht , managing director of 
Tonks (Birmingham), Limited, who has been elected 
president of the National Brassfoundry Association, has 
connections with' the trade extending over more than 
30 years. M r . G eorge G umm er , chairman and 
managing director of Gummers, Limited, Rotherham, 
has been elected senior vice-president. Major R. C. 
W atts , proprietor of T. J. Cooke & Son, Wolver
hampton, junior vice-president, and M r . R. P. A llday, 
a director and secretary of P. G. Allday & Company, 
Limited, Birmingham, honorary treasurer. In recogni
tion of his services to the industry, M r . E. C. B. Rmv- 
ley , chairman of Harrison (Birmingham), Limited, 
has been elected an honorary vice-president.

Obituary
T h e death has occurred, at the age of 86, of Mr. 

Ernest Hill, chairman of Ernest H. Hill, Limited, brass- 
founders, of Sheffield.

Mr. A rnold  S. Ro w n trel, who died recently, 
was a director of Brayshaw Furnaces & Tools, Limited, 
Manchester. He was 78.

M r. W alter I bbotson , for 23 years organising 
secretary of the Sheffield Amalgamated Union of File 
Trades until his retirement in 1945, died recently, aged 
71. He was a member of Sheffield City Council for 
12 years.

Mr. E dlington  O ld field , chairman and man
aging director of Nickel Blanks Company, Limited, 
spoon and fork blank manufacturers, of Sheffield, 
which he founded about 30 years ago, died recently at 
the age of 70.

C ol. H enry W. H ill , a noted military inventor 
who developed the first plotting instrument for the 
Royal Observer Corps in 1926 and was responsible for 
inventions for artillery and anti-aircraft purposes, has 
died at the age of 74.

M r . L eonard Ha ff n e r , who died on May 20, 
was appointed private 'secretary to the late Sir Alfred 
Hickman at the age of 20, a post which he held for 15 
years until Sir Alfred’s death in 1910. He was then 
appointed to wind up the estate as one of the trustee 
joint staff of Alfred Hickman, Limited, and later became 
secretary of the company. On the amalgamation, of 
the company with Stewarts and Lloyds, Limited, he was 
appointed joint sales manager for iron and steel, retiring 
due to ill health in 1935. He was 75.

Wills
W i l s o n ,  J o h n ,  a  former works and mine m anager  

for Bonnybridge Silica & Fireclay Company,
Limited...... ......................................................................................  £3,885

P a t r i c k ,  G. W „ a former m anager of the m ineral 
departm ent of Dorman, Long & Company,
Lim ited ......................................................................................  £6,110

W o r t h i n g t o n ,  H a r r y ,  a  former, m an aging director o f  
H lgginbottom  & Company (M anchester), Lim ited,
chem ical and m etal merchants ...............................  £16,067

C a m p s , H. E. J ., formerly of Camps A Company,
Limited, consulting m arine engineers, naval 
architects, and marine surveyors, of London, a  
former president of the Society o f Consulting  
Marine Engineers and Ship Surveyors, and a
F r e e m a n  o f  the City of L o n d o n  ................................... £38,576

N e w t o n ,  M a j o r  S. G., who was jo in t m anaging  
director of Brown, B ayley's Steel Works, Limited,
Sheffield, Hoffmann M anufacturing Company,
Lim ited. Chelmsford, and Taylor Rustless 
F ittin gs  Company, Lim ited, Leeds, and a member 
of the executive of the British Iron and Steel
Federation........... ..........................................................................  £63,279

W i l l i a m s ,  E. A., m anaging director of the Clayton 
Tinplate Company, Limited, and a director of 
the L lanelly Steel Company (1907), Lim ited, and  
of Glasbrook Bros., Limited, former colliery 
owners, of Swansea, and vice-chairman of the 
jo in t industrial council executive of the W elsh 
Plate and Sheet M anufacturers’ A ssociation ... £86,287

H o w e s o n ,  J. H .  C. E., who was once described as the  
virtual controller of the world tin m arket—he 
was the originator o f the first international tin  
restriction schem e—a  director of Tenaplas,
Limited, extruded plastics m anufacturers, etc., 
of London, and a member of other concerns, 
and who had been a director of m any m ining
companies ............................................................................£197,841

M a s o s ! ,  G. E„ who had the distinction of being tbo 
first apprentice of the Lancashire Dynamo A 
Motor Company, Lim ited (now Lancashire 
Dynamo A Crypto, Limited), jo in ing the company 
in 1899, and who, in 1910. became the first presi
dent of the newly formed Lancashire Dynamo A 
Motor Company of Canada, Limited, and a t the 
tim e of his retirem ent in 1945 was a director in  
charge of the north, east, and Midlands offices, a t  
Leeds ...................................................................................  £10,379-
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SHAPED 
FOR BETTER 
HANDLING 

AND 
STACKING

C u t d o

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.

Other 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.

We welcome enquiries on foundry problems and 
offer free technical advice.

T H E  S T A N T O N  I R O N W O R K S  C O M P A N Y  

L I M I T E D  -  N E A R  N O T T I N G H A M

c o i t d

y o n / ' ¿ ’u y / o / a t i

6 y  a  A  / n y

STANTON
FOUNDRY PIC IRON
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N ews in Brief
F ry 's  M etal F oundries L im ited  are planning 

extensions at Merton Abbey, S.W.19, at an estimated 
cost of £31,000.

T he R epublic  of Ireland  imported 437 tons of pig- 
iron, valued at £6,303, in February last, as against 278 
tons (£4,300) in February, 1950.

D uring  the first four months of this year, five 
vessels of 53,890 gross tons were launched on the Tyne, 
against 10 ships of 70,439 tons last year.

H ead W rightson  & Company , L im ited , announce 
that they have taken a substantial interest in one of the 
oldest-established Australian engineering firms, Gib
son Battle, merchants and manufacturers, of Sydney, 
N.S.W.

Brush  E lectrical E ngineering  C ompany, L im ited , 
announce that the board have appointed Mr. 
Miles Beevor, at present chief secretary to the British 
Transport Commission, to be deputy managing director 
of the company.

Mr. A. I. Baker, chairman of Baker Perkins, Limited, 
manufacturing engineers and foundrymen, of Peter
borough, states that the company’s exports in 1950 were 
the highest ever achieved and accounted for about one- 
third of the turnover.

T he A tom ic  E nergy R esearch E stablishm ent , Har
well, is arranging an instructional course for physicists 
and engineers who need specialised knowledge of instru
ments used in nuclear physics, radio chemistry, and other 
work with radio isotopes.

F rom  J u ne  1, 1951, the office o f the United Kingdom 
Commercial Representative is established at 23, 
Bayenthalgurtal, Koln-Marienburg, B.A.O.R. 19. 
Telephone Number: Koln 31861. The Frankfurt
office at 47 Zeppelin Allee is closed as fro m  the same 
date.

Industrial  T rucks  L im ited , Essex Road, London, 
W.3, have produced a compact welded-steel bogie truck 
18 in. square and light enough to be carried from place 
to place. Its working level is 2{ in. from the ground 
and four double-ball-bearing wheels mounted on two 
planes give complete turning control.

T he largest shipbu ild ing  o utpu t  in the United 
Kingdom was again achieved by Harland & Wolff, 
Limited, according to the directors’ report for 1950. 
The vessels launched totalled over 158,000 gross tons. 
Sixteen vessels were completed, comprising passenger 
and cargo vessels, refrigerated cargo vessels, and tankers.

Long-Service awards were presented to 165 em
ployees of Metropolitan-Vickers Electrical Company, 
Limited, who have completed 35 years’ service, by 
the managing director, Mr. I. R. Cox, on May 22. It 
was the fourteenth annual presentation, and the com
pany has now a total of 1,400 employees of 35 years’ 
standing and over.

T he f ir st  public  dem onstration  of a gas-turbine 
engine of the type fitted to the Rover turbo-jet car 
which is on view at the Festival of Britain South Bank 
Exhibition was given to employees of Rover Company. 
Limited, and their families who visited the company’s 
Solihull factory on May 26. Details of the engine’s 
construction remain a close secret and the demonstra
tion engine was totally encased.

E m ph a sisin g  local in d u stries , a new technical and 
industrial section was opened at Derby museum 
oil May 26. Since the coming of the Mid
land Railway in 1844 and the first manufac
ture of locomotives in the town in 1851 trans
formed Derby into a modem industrial town, it is fit

ting that the main exhibit should be a 50-ft. working 
model of a typical stretch of English railway.

T he  Board o f  T rade have made an Order, which, 
came into effect on June 1, 1951, permitting increases 
in the maximum prices of all grades of ground sulphur. 
These increases of approximately 30 per cent, result 
mainly from the rise in freight rates since the start 
of the year. Copies of the Order, the Ground Sulphur 
(Prices) Order. 1951 (S.I. 1951 No. 934) can be obtained, 
price 2d., from the sales offices of H.M. Stationery 
Office.

T he  R ailway E xecutive  announces that, as from 
Friday, June 1, 1951, railway sleeping berths which 
are reserved in advance and not claimed, will be 
charged for unless the reservations are cancelled before 
4 p.m. on the day prior to travel. This time-limit 
is 24 hours earlier than hitherto; the alteration is 
designed, in the interests of the public, to enable can
celled berths to be made available as early as possible 
to other travellers.

A final d ivid en d  of 12) per cent, on the £1,204,677 
ordinary stock, making 20 per cent., less tax, for 1950, 
compared with 15 per cent, for each of the four preced
ing years, is proposed by the directors of Goodlass 
Wall & Lead Industries, Limited. The directors have 
also decided to apply to the Capital Issues Committee 
for permission to increase the issued capital by the issue 
of bonus shares in the ratio of one ordinary share of 
10s., fully paid, for each ordinary unit of 10s. held.

Borax & C hem icals, L im ited , announce an advance 
in prices, taking effect from July 2. by £2' 10s. per ton 
on all grades of borax, excepting “ Pyrobor ” (de
hydrated borax) which is increased £3, and also by 
£3 on all grades of boric acid, per ton. During June 
they will, if required, supply customers under contract 
at prices now current with the proportionate monthly 
quantity and other regular customers on a basis not 
exceeding the monthly average of supplies during 1950.

A jury  sitting with Lord Guthrie in the Court of 
Session found for, and made an award of £500 to, James 
Faichnie, a moulder, in an action in which he claimed 
payment of £1,000 in respect of personal injuries from 
the Forth & Clyde & Sunnyside Iron Companies, 
Limited, Falkirk. He was splashed by molten metal 
and he blamed his employers in respect of failure to 
take precautions for the safety of their employees. De
fence was that the accident was caused by pursuer’s own 
negligence.

Potential em ploym ent  for over 1,400 will-be pro
vided by a new American factory which is to be built 
at East Kilbride (Lanarkshire) for use by John Deere 
& Company, of Illinois, to extend production of agri
cultural machinery, said Lord Bilsland in Glasgow on 
May 25. Sir Patrick Dollan, chairman of the East Kil
bride Development Corporation, said that with the 
establishment of the new factory, the industrial future 
of the new town seemed to be assured. The new factory, 
together with the Rolls-Royce project, represented a 
capital investment of £5,000,000.

T reasury  consent has been given to the raising 
of new capital by Ductile Steels, Limited. It is pro
posed to issue at par 50,000 6 per cent. £1 cumulative 
preference shares which will be placed by Fyshe & 
Horton for a fee of 6d. per share. Applications from 
preference and ordinary shareholders wbo wish to take 
up the shares at par will receive special consideration. 
A one-for-one ordinary scrip bonus is proposed for 
holders of May 22. This will be foltowed by a one- 
for-one issue at 10s. per share to holders of that date. 
The new shares will rank equally with the existing 
ordinary for the final dividend for the year to June 
30 next. The two issues for cash will produce £200,000 
of fresh capital. The 300,000 ordinary are being 
underwritten by Fyshe & Horton for 3d. per share.
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Raw Material Markets
Iron and Steel

The freight market is still moving against ore char
terers and the aggregate import of foreign ore in the 
first four months of this year is down about half-a- 
million tons. It is hoped very shortly to accelerate 
shipments, to increase substantially the output of home 
ore, and to engage more fully blast-furnace capacity if 
the necessary coke is available. Foundrymen will be 
inclined to observe that the sooner this expansionist 
programme is implemented the better. The current cut 
in production of pig-iron and the rapid erosion of stocks 
is creating serious embarrassments in the foundries. 
Both the makers of light castings who are users of 
high-phosphorus iron and the engineering and speciality 
foundries, where hematite and low- and medium- 
phosphorus grades are extensively employed, find it 
difficult to maintain full-time working on the meagre 
tonnages of pig-iron and scrap which are coming to 
hand. Deliveries against allocations are in arrears and 
it looks as though the next four weeks will be critical.

Re-rollers arc still dependent upon British steelmakers 
for the great bulk of their supplies of semis, and as 
ingot production is shrinking, no immediate accelera
tion in the flow of material from this source can be 
hoped for. Belgian makers, however, are being pressed 
to deliver material which is long overdue and efforts are 
being made to negotiate fresh purchases of billets, sheet 
bars, etc.. in the Benelux states. Rc-rollers have well- 
filled order-books both on home and export account, 
and could substantially increase production if bigger 
tonnages of semis were available.

With the opening of the new Parliamentary session 
it is hoped that no time will be lost in determining 
the future price levels of iron and steel products. 
Advances of a substantial nature are expected, and 
steel users would be glad to know where they stand in 
this matter. As to the adequacy of supplies, a more 
hopeful view prevails, but some curtailments may be 
necessary to ensure fulfilment of the arms drive. 
Exports of all descriptions of iron and steel and home 
distribution of sheets are controlled, but makers are 
still in enjoyment of freedom to cater for other home 
consumers, and generally deliveries arc on a fairly 
satisfactory scale.

Non-ferrous Metals
The increase of £24 in the price of copper has been 

followed by a rise of £48 in the nickel quotation, which 
now stands at £454 per ton. This move did not come 
as a great surprise, for nickel has been held at a stable 
price for some time, and in all mining enterprises costs 
of late have been moving up. An advance has also 
been registered in the U.S. quotation. Other news from 
New York is to the effect that the Reconstruction 
Finance Corporation cut its tin price by 3 cents per lb. 
at the end of last week. The now price is S1.36 per 
lb., and it is presumed that this move is part of the 
R.F.C. plan to bring down the world price of the 
metal, it has been disclosed that the R.F.C. has made 
no purchases of tin since March 6. It was further 
reported last week that exports of controlled materials, 
(steel, aluminium, and copper) produced after June 30 
will he licensed against export quotas. The tightening 
up process therefore continues.

The result of the cut in the U.S. tin price was to 
bring about a sharp fall in Whittington Avenue on 
Friday. The market was unusually active, the turn
over amounting to some 285 tons in all at the morning 
and afternoon sessions. As to the general position of

tin, it appears that the output of Malayan tin this year 
is likely to fall below the 1950 level. Shipments of 
Straits tin to the United States have fallen sharply this 
year, and during March nothing moved at all. This 
does not mean, however, that stocks have been piling 
up, for the Continent is an anxious buyer and the bulk 
of the Malayan tin is now going to Continental 
countries, where it is gladly received. Stocks of tin 
on the London market have slightly improved, but, 
the existence of a backwardation reminds us the ton
nage available is not yet sufficient.

■London Metal Exchange official tin quotations were 
as follow: —

Cash—Thursday, £1,122 10s. to £1,125; Friday,
£1,110 to £1,115; Monday. £1.075 to £1,080; Tuesday, 
£1.070 to £1.075; Wednesday, £1,060 to £1,065.

Three Months—Thursday. £1,107 10s. to £1,110: 
Friday, £1,095 to £1,100: Monday. £1.057 10s. to 
£1,062 10s.; Tuesday, £1.052 10s. to £1,055; Wednesday, 
£1,045 to £1.047 10s.

Because of the increases in the price of copper and 
nickel, the Minister of Supply has made a new Order 
making increases in the maximum prices of non- 
ferrous scrap. The Order also provides that builders' 
merchants may be paid a commission of 1-V per cent, 
on remelted lead, and fixes a new price of £115 per 
ton for old zinc free from tar.

The Order—the Non-Ferrous Metals Prices (No. 5) 
Order (S.I. 1951, No. 980)—came into force on Monday. 
The new prices (per ton) are: —

C l , A S S  I — C o p p e r  S c r a p  : C le a n  b r i g h t  u n t i n n e i l  w i r o  a n d  
c o m m u t a t o r  b a r ,  £ 2 2 2 ;  c l e a n  b r i g h t  w i r e  t i n n e d ,  £ 2 1 7 ;  f i r e b o x  
c u t  t o  c r u c i b l e  s i z e .  £ 2 1 7 ;  f i r e b o x  n o t  c u t ,  £ 2 1 2 ;  N o . 1  w i r e ,  
£ 2 0 7 ;  c l e a n  h e a v y ,  £ 2 0 2 ;  No. 2  w i r e ,  £ 1 9 7 ;  b r a z i e r y ,  £ 1 8 0 .

C L A S S  I V — A d m i r a l t y  G u n  m e t a l  S c r a p ; I n  a n y  fo r m — (a )  
n o t  le s s  t h a n  9 p er  c e n t ,  t in  a n d  n o t  m o re  t h a n  0 .5  p e r  
c e n t ,  le a d , £ 2 5 3 .

C L A S S  V — C o m m e r c i a l  G u n m b t a l  S c r a p  : I n  a n y  fo r m , £ 2 2 3 .
C L A S S  V I— C u p r o - n i c k e l  S c r a p :  70/30  p r o c e ss  s c r a p , £ 2 5 7 ;  

70/30  u s e d  c o n d e n s e r  tu b e s ,  £ 2 1 7 ;  80/20 p r o c e ss  s c r a p , £ 2 3 5 .
C L A S S  V I I — G i l d i n g  M e t a l  S c r a p  : I n  a n y  fo rm , £ 2 1 0 .
C L A S S  V I I I — B r a s s  S c r a p :  Q F  c a s e s  fr e e  fro m  p r im e r s ,  

£ 2 0 0 ;  Q F  c a s e s  n o t  fr e e  fro m  p r im e r s . £ 1 9 4 ;  S A A  e a s e s  
m e c h a n ic a l ly  tr e a te d  o r  fired , £ 1 9 0 ;  SA A  c a s e s  m u ff led  or  
fu r n a c e d , £ 1 8 4 ;  c u t t in g s ,  £ 1 9 0 ; ro d s  a n d  fu z e  s c r a p  n o t  
b u r n e d , £ 1 7 8 ;  s w a r f ,  £ 1 6 8 ;  h e a v y ,  £ 1 6 3 .

A further Order made by the Minister of Supply 
extends the licensing system for unwrought copper, 
lead, and zinc from July 2 to include licensing of 
scrap and residues of these metals. Under the Order 
a licence will be necessary to acquire, treat, use, and 
consume copper, lead, lead alloys, and zinc, and any 
strap or residue of these metals or their alloys.

The Order—the Copper, Lead, and Zinc Distribution 
Order, 1951 (S.I. 1951. No. 981), was published 
yesterday (Wednesday).

A l t h o u g h  there is an increasing demand by industry 
for qualified scientists and engineers, the supply from 
Glasgow University during the coming year will be 
less than during 1950. This is due to the fact that 
while the majority of the graduates last year had com
pleted their national service, the 1951 graduates are still 
liable for this service. Details of the entry of gradu
ates into industry is given in a report published by the 
University of Glasgow Appointments Committee for 
1950. In this report it is pointed out that the committee 
have received more requests for honours graduates in 
the scientific and engineering groups than it was able 
to meet. This particularly applied to the chemical 
engineering field, where the demand greatly exceeded 
the supply.
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‘ A L B O N D ’ BONDING CLAY

THE ALBION PULVERISING CO., LTD. 134 EDMUND STREET, BIRMINGHAM 3

Dust Removal Plant w ill 
solve this problem for you 
efficientlyand economically.

Fully illustrated descriptive  
literature a v a i l a b l e  o n  
request.

V I D S O N  & C O .  L I M I T E D ,
:co E n g in e e rin g  W o r k s ,
A S T ,  and at London, Manchester, I oodr



Current Prices of Iron, Steel, and Non-ferrous Metals
(Delivered, unless otherwise staled)

June 6, 1951
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PIG-IRON
Foundry Iron.—No. 3 I r o n ,  C l a s s  2 :—Middlesbrough, 

£10 I7s. 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-phosphorus foundry iron (0.10 to 0.50 per cent. 
P, up to 3 per cent. Si)—North Zone, £12 16s. 6 d .; South 
Zone, £12 19s.

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

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

Refined Malleable.—P, 0.10 per cent. max.—North Zone, 
£13 17s. 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 c en t.:—N.-E. Coast and N.-W. Coast of England, 
£12 7s. 6 d .; Scotland, £12 14s.; Sheffield, £13 2s. 6 d .; 
Birmingham, £13 9 s .; Wales (Welsh iron), £12 7s. 6d.

Spiegeleisen.—20 per cent. Mn, £18 3s.
Basic Pig-iron.—£10 19s. all districts.

FERRO-ALLOYS
(Per ton unless otherwise stated, delivered.)

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

Silicon Briquettes (5-ton lots and over).—21b. Si, 
£44 2s. ; lib. Si, £45 2s.

Ferro-vanadium.—50/60 per cent., 15s. per lb. of V.
Ferro-molybdenum.—65/75 per cent., carbon-free, 9s. 6d. 

per lb. of Mo.
Ferro-titanium.—20/25 per cent., carbon-free, £167 ; ditto, 

oopper-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 u n i t ; 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. C r.; max. 0.10 per cent. C, Is. 8Jd. 
per lb. Cr.

Chromium Briquettes (5-ton lots and over).—lib. Cr, 
£69 4s.

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

£37 19s. lOd.
Manganese Briquettes (5-ton lots and over).—21b. Mn, 

£40 15s.
Metallic Manganese.—96/98 per cent., carbon-free, 

£215 per ton.
SEMI-FINISHED STEEL

Re-rolling Billets, Blooms, and Slabs.—B a s i c  : Soft, u .t., 
£17 4 s.; tested, up to 0.25 per cent. C (100-ton lots), 
£17 9 s .; hard (0.42 to 0.60 per cent. C), £19 4 s .; silico- 
manganese, £24 6s. 6 d .; free-cutting, £20 9s. S i e m e n s  
M a r t i n  A c i d  : Up to 0.25 per cent. C, £22 11s. 6 d .; case- 
hardening, £23 9 s .; silico-manganese, £26 14s.

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

Sheet and Tinplate B ars—£17 6s. 6d.

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

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

Small Bars, Sheets, etc.—Rounds and squares, under 3 in., 
untested, £22 15s.; fiats, 5 in. wide and under, £22 15s.; 
hoop and Btrip, £23 10s.; black sheets, 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. I 
nickel-chrome, £56 6 s .; nickel-chrome-molybdenum, £63 Is-

Tinplates.—48s. 3£d. per basis box.

NON-FERROUS METALS
Copper.—Electrolytic, £234 ; high-grade fire-refined, 

£233 10s.; fire-refined of not less than 99.7 per cent., £233 ; 
ditto, 99.2 per cent., £232 10s.; black hot-rolled wire 
rods, £243 12s. Od.

Tin.—Cash, £1 060 to £1,065 ; three months, £1,145 to 
£1,047 10s.; settlement, £1,065.

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

Lead.—Good soft pig-lead (foreign) (duty paid), £160; 
ditto (Empire and domestic), £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 ; nickel, £454.

Brass.—Solid-drawn tubes, 24)d. per lb. ; rods, drawn, 
26 )d .; sheets to 10 w.g., —d . ; wire, 30,ld. ; rolled metal, 
—d.

Copper Tubes, etc.—Solid-drawn tubes, 26)5 d. per lb. 
wire, 261s. 9d. per cwt. basis ; 20 s.w.g., — s. per cwt.

Gunmetai.—Ingots to BS. 1400—LG2— 1 (85/5/5/5), 
— ; BS. 1400—LG3—1 (86/7/5/2), — ; BS.

1400—G l—1 (88/10/2), — ; Admiralty GM
(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., 
39 J d . ; wire, 40I d . ; rods, 36Jd .; tubes, 42d. ; chill cast 
bars : solids —, cored, —. (C. C l i f f o r d  & S o n ,
L i m i t e d . )

Nickel Silver, etc.—Ingots for raising, 2s. 6d. per lb. (7%) 
to 3s. 5Jd. (30% ); rolled metal, 3 in. to 9 in. wide X  
.056, 3s. (7%) to 3s, llj-d. (30% ); to 12 in. wide X  
.056, 3s. OJd. to 3s. ll^d . ;  to 25 in. wide X  .056, 3s. 2Jd. 
to 4s. l£d. Spoon and fork metal, unsheared, 2s. 9d, to 
3s. 8Jd. Wire, 10g., in coils, 3s. 5}d. (10%) to 4s. 5Jd. 
(30%). Special quality turning rod, 10%, 3s. 4 Jd .; 
15%, 3s. 9 Jd .; 18%, 4s. l jd .  All prices are net.
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Forthcoming Events
J U N E  12 to  15 

I n s t i t u t e  o f  B r i t i s h  F o u n d r y m e n

48th  A n n u a l  C o n fe r e n c o  a t  N e w c a s t le -u p o n -T y n e .  D e t a i l s  in  
t b o  J o u h n a l ,  M a r ch  2 2 , 1951.

J U N E  13 
K e ig h le y  A s s o c ia t io n  o f  E n g in e e r s

W o r k s  V is i t  t o  th o  w o r k s  o f  J .  & H .  M c L a r e n , L im ite d  
D ic s o l  E n g in e  B u ild e r s ,  L e e d s . C o a c h  w i l l  le a v o  D e v o n  
s h ir e  B u i ld in g s ,  K o ig h ie y ,  a t  6 .15  p a n .

J U N E  16 
I n s t i t u t e  o f  E c o n o m ic  E n g in e e r in g

W o r k s  V is i t  to  t h e  w o r k s  (M e th o d s  D e p a r tm e n t)  o f  G . & 
J .  W e ir , L im ite d ,  o f  G la s g o w . F u r th e r  d e t a il s  fro ih  th e  
s e c r e ta r y .

Stamp Colours
It is not at all surprising to learn that the Post 

Office has received many complaints that the colours 
of the five lowest-value postage stamps have been 
changed unnecessarily. The Postmaster General, in an 
explanatory statement, points out that the changes are 
permanent, and have no direct connection with the 
Festival of Britain, as has been suggested. The change 
was made on May 3 to ensure that on that date both 
“ ordinary ” and “ Festival ” stamps of the 2Jd. 
denomination should be of the same colour, i.e., red. 
The reason for the change is that the UniversaL Postal 
Convention prescribes certain colours for stamps likely 
to be used extensively in international correspondence. 
Red and green are prescribed for the stamps (value 
now 21d. and lid . respectively) associated with un
registered international postcards, and unregistered 
international printed papers. As the lower-value stamps 
are sold and recognised, both by the public and in

sorting offices, by colour, it was necessary to change 
the colours of the “ old ” penny (red) and -Id. (green) 
stamps respectively.

In view of the similarity of colour between orange 
(“ old” 2d. and “ new” )d.) and red (“ old” Id. and 
“ new ” 2)d.), it was undesirable to leave the 2d. 
stamp in its “ old ” orange colour, as it would then 
have been next to the “ new ” red 2)d. stamp in 
counter portfolios and counter clerks, it is suggested, 
might have made numerous mistakes. It was, there
fore, decided to make the 2d. stamp brown and the 
-Id. stamp orange.

The Post Office was reluctant to make the changes, 
but as a signatory of the convention, felt bound to 
honour its obligations as soon as international post
age rates had become reasonably stable. The con
vention covers colours for international postage rates 
only. Colours for stamps denoting inland postage 
rates are a matter solely for each country, so that 
increases or reductions in inland postage rates do not 
in themselves entail any changes of colour.

Contracts Open
T h e  d a t e s  g i v e n  a r e  th e  l a t e s t  o n  w h ic h  te n d e r s  w i l l  he  

a c c e p te d .  T h e  a d d r e s s e s  a r e  th o s e  I r o m  w h ic h  lo r m s  o i  t e n d e r  
m a y  be  o b ta in e d .  D e t a i l s  o f  t e n d e r s  w i th  th e  r e fe r e n c e  E . l ’ .D . 
or C .H .E . c a n  b e  o b ta in e d  f r o m  th e  C o m m e r c ia l  R e l a t i o n s  a n d  
E x p o r ts  D e p a r tm e n t ,  B o a r d  o j  T r a d e ,  T h a m e s  H o u s e  N o r th ,  
l i l i l lb a n k ,  L o n d o n ,  S .W .l .

B I D E F O R D , J u n e  25— S u p p ly  a n d  e r e c t io n  o f  s t r e e t  l i g h t 
in g  s c h e m e , fo r  t h e  T o w n  C o u n c il. T h o  B o r o u g h  E n g in e e r ,  
M u n ic ip a l B u i ld in g s ,  B id e fo r d .  ( D e p o s it ,  £ 3  3s .)

G L A S G O W , J u n o  9—B r a s s  a n d  o th e r  c a s t in g s ,  b o lt s ,  n u t s ,  
r iv e ts ,  c r a n o  c h a in s ,  e le c tr o d e s , ir o n  c a s t in g s ,  e tc . ,  fo r  t h e  
C ly d e  N a v ig a t io n  T r u s t .  T h o  S to r e s  S u p e r in te n d e n t ,  N o .  1 
G r a v in g  D o c k , G la s g o w , S .W .l .

LOW PHOSPHORUS
REFINED & CYLINDER
HEMATITE
MALLEABLE
DERBYSHIRE
NORTHAMPTONSHIRE
SWEDISH CHARCOAL

PIG-IRON

jŁnd at t—- 

BIRMINGHAM, 2. 
39, Corporation St-, 

Midland 3)75/6

LIYERPOOL, 2. 
13, Romford St-, 

Central 1558

GLASGOW, CJ. 
93, Hope Street, 

Central 9969

FERRO SILICON 12/14% 
ALLOYS. & BRIQUETTES 
N.F. METALS & ALLOYS 
LIMESTONE 
GANISTER 
MOULDING SAND 
REFRACTORIES
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CLASSIFIED ADVERTISEMENTS
P R F P A i n  R  A T F S  • Twenty wordj for 5a. (m inim um  charge) and 2d. per word thereafter. Box Numbers. 
r n t r / U L /  • 2». extra (¡Deluding postage of replies).

Advertisem ents (accompanied by a rem ittance; and repliee to Box N um bers should be addressed to the Advertisem ent 
M anager, Foundry T rad e  Journa l, 49, Wellington Street, London, W.C.2. If received by first post Tuesday advertisem en ts 
ean norm ally be accom m odated in the following T hursday 's issue.

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

E x e c u t i v e  f o u n d r y  p l a n t
EN G IN E E R , fu lly  conversant and 

experienced in a ll aspects of foundry 
m echanisation layout, design, estim ating, 
m anufacture and installation, is desirous 
of a  post w ith a  m anufacturing company 
>r consultants, office where ab ility  and 

knowledge can be progressively exercised  
t o  the fu l l—Box 1025, F o u n d r y  T r a d e  
J o u r n a l .

W ANTED position , O FFICE MAN
AGER or CH IEF-C LER K . Ago 53. 

Adaptable, experienced office routine, sales, 
purchases, accounts to final figures, corre
spondence, stores records. At present Office 
Manager. Engineers and Founders, busi
ness m erging into larger concern.-—Box 
1022, F o u n d r y  T r a d e  J o u r n a l .

S ERVICES OF AN E N G IN E E R , 
experienced in Foundry Plant 

M echanisation, are offered tem porarily or 
iart-tim e to an y  Company undertaking the 
ask of foundry re-organisation or 
lanning.—Box 1026, F o u n d r y  T r a d e  
o o r n a l .

S IT U A T IO N S  V A C A N T

JUNIO R ASSISTANT METAL
LURGICAL CHEMIST required for 

Marine E ngineering W orks in B elfast.— 
Applv, sta tin g  age, experience, and salary  
required, to Box 1002, F o u n d r y  T r a d e  
J o u r n a l .

FOUN D R Y  FOREM AN required Iron 
Foundry, South-W est London area. 

Must bo practical and capable of tak ing  
full charge.—D etails of experience, age, 
and salary required, Box 1018, F o u n d r y  
T r a d e  J o u r n a l .

FL O O R  M O U L D E R S  r e q u ir e d  fo r  
A lu m in iu m  F o u n d r y  in  t h e  S o u th  

M id la n d s  a r e a .  F o r  s u i ta b le  a p p l ic a n t s ,  
a c c o m m o d a t io n  co u ld  b o  a r r a n g e d .— B o x  
1016, F o u n d r y  T r a d e  J o u r n a l .

F OUNDRY MANAGER required for 
L;ght Castings Foundry in North- 

W est Area. Good disciplinarian, w ith  
k n o A V l e d g o  of ratefixing and estim ating  
essential. Excellent prospects. Staff 
Pension schem e. Apply, giv in g full 
details, age, experience, and salary re
q u ired —Box 1017, F o u n d r y  T r a d e  
J o u r n a l .

Me t a l l u r g i s t , who has completed
Military Service, reouired for Sh ift

work duties in a South W ales Steel 
Foundry. Experience o f control o f electric 
arc furnaces essential, a lso  some know
ledge of the heat-treatm cnt of a lloy  
steels. Salary in accordance w ith experi
ence and qualifications.—Box 1015. 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 .

17K) UN DRY M ANAGER,, medium and 
small malleable castings, Bir

mingham district. Partly mechanised. 
Progressive position for com petent m an.— 
Box 1024, F o u n d r y  T r a d e  J o u r n a l .

PATTERNM AKERS (wood or m etal); 
opportunities for advancem ent in  a  very 

large modern shop. H ousing accommoda
tion can be arranged for suitable app li
cants.—G. P e r r y  & S o n s ,  L t d . ,  H all Lane, 
Aylestono, Leicester.

FO U N D R Y  in Leam ington Spa district, 
producing ligh t castings for vitreous 

enam elling and medium grey iron castings  
pressure tested, require a FO UNDRY  
SU P E R IN T E N D E N T , with progressive
ideas, having qualifications and experience 
to  control entirely floor and m echanised  
sections. A large developm ent schem e has 
just been commenced and th e appointm ent 
is progressive.—A pplicants should sond full 
details of experience and qualifications to 
Box 1004, F o u n d r y  T r a d e  J o u r n a l .

TOOL Room FOREM AN wanted for 
large Aluminium Founders, B ir

mingham district, experienced in Die- 
sinking of. Gravity and/or Pressure Die- 
casting Dies. A ge 30/40 years. Capable 
of estim ating hours required for d ie pro
duction from component drawings.—Apply, 
sta tin g  ago, experience, and salary  
required, to th e G e n e r a l  M a n a g e r ,  B o x  
1010, F o u n d r y  T r a d e  J o u r n a l .

FOUNDRY FOREM AN required for 
small East London jobbing grey iron 

foundry. Must havo first-class experience 
and be capable of controlling and training  
labour. Sound practical experience neces
sary.—W rite, g iv in g  details of experience 
and proven ab ility . Good prospects for 
right man.—Box 290, W .B.G., 39, Cheap- 
side, London, E.C.2.

GOOD practical Iron Foundry FO RE
MAN wanted for large Foundry in 

North W ales. M ust be fu lly  experienced 
on machine and plate m oulding, with sem i
skilled labour. The position is a  per
m anent one, idea lly  suited to someone who 
w ants to settle down. Assistance will bp 
given w ith housing. N o  applications will 
be considered w ithout fu ll details of ex 
perience, age, and salary' required.—Box 
1005, F o u n d r y  T r a d e  J o u r n a l .

T¡ESTIMATOR AND R A TE F IX E R  re- 
J  quired for well-established Foundry 

producing high duty and grey iron cast
ings from i  ib. to  5 cwts. in weight. 
Position is a permanent one. in ideal 
surroundings. Opportunity w ill be pro
vided to join  th e Company’s pension 
scheme, and assistance w ill be given with 
housing. I t  is  essential a ll applicants  
m ust give experience, age, and salary  
reouired.—Box 1007, 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

IOATTERN MAKERS wanted. Wood 
and m etal. Constant employm ent.— 

Apply J. H . M a y , 117, Central Street, 
London, E.O.l.

SK I L L E D  M O U L D E R S , P L A T E R S ,
T U R N E R S ,  B O R E R S , e tc ^  r e q u ire d  

b y  D i s t in g t o n  E n g in e e r in g  C o ., L td .,  
W o r k ih g to n ,  C u m b e r la n d .— F o r  fu r th e r
d e t a i l s  a p p ly  to  t h e  L a b o u r  M a n a g e r .

R EPRESENTATIVE, calling  on
Foundries and E ngineers Lancs, 

and Yorks., to  sell Red M oulding Sand, 
on commission.—Reply Box 962, F o u n d r y  
T r a d e  J o u r n a l .

Yo u n g  m e t a l l u r g i c a l  c h e m i s t
required for an alysis  of various 

ferrous and non-ferrous a lloys in largo  
engineering works in E ast A nglia. Appli
cants should be 22/25 years of ago, with 
good education and chem ical training. 
Good canteen and transport facilities  
available.—Replies, s ta tin g  full details of 
age, education, experience and salary re
quired, should bo made to Box 1008, 
F o u n d r y  T r a d e  J o u r n a l .

CORESHOP FOREM AN required for 
large Iron Foundry in North-W est. 

Must be fu lly  capable of controlling fem ale  
labour and handling large q u an tities  of 
small intricate cores by hand and core 
blower. Position is a permanent ono with 
good prospects. All applicants m ust state  
age, experience, and salary required.—B ox  
1006. F o u n d r y  T r a d e  J o u r n a l .

W A N T S D

A s s i s t a n t  f o r e m a n  m o u l d e r ,
aged 30-35, preferably w ith experience 

in production of valve castings and with  
m etallurgical knowledge, for steel foundry 
in Glasgow area producing 40 tons of 
electric steel per week. Successful 
applicant w ill u ltim ately take full charge  
and prospects are good.—Box 1000, 
F o u n d r y  T r a d e  J o u r n a l .

N A T I O N A L  F O U N D R Y  C O L L E G E .

APPLICATIO NS are invited from suit
able candidates for :—

(1) TH E TWO-YEAR DIPLOMA
COURSE, and

(2) TH E ONE-YEAR R ESEAR C H
COURSE.

both courses com m encing in the Autumn 
of th is year.

The Courses are of post-graduate 
standard, although it  is  not essential for 
Students to possess a  degree. There is  
liberal provision for awards of College 
Scholarships.

Fu ll details of entry qualifications and 
application forms may be obtained from ; 

THE HEAD,
N ational Foundry College, 

W ulfrnna Street,
Wolverhampton.



JUNE 7, 1951 FOUNDRY TRADE JOURNAL 27

A U C T IO N  N O T IC E

B y  O rd er  o f  T h e  D e b e n tu r e  H o ld e r ,
H e  : S ta d iu m  D ie c a s t in g s  & T o o ls ,  L td .  

M I L L  W O R K S ,
N O R T H  E N D  R O A D ,  

E X H I B I T I O N  G R O U N D S ,  
W E M B L E Y .

H E N R Y j  B U T C H E R  & C O .
a r e  in s tr u c te d  to  o i le r  F O R  S A L E  BY' 

A U C T I O N  in  L O T S  o n  t h e  p r e m is e s  on  
T U E S D A Y , 2 6 T II  J U N E ,  1951, 

a t  E L E V E N  a .m . ,  th e  
W O O D W O R K I N G  P L A N T  & D IE C A S T -  

I N G  M A C H I N E R Y ,  
in c lu d in g

"  D A N C K A B R T  ”  11 in .  b y  5  in .
5  C U T T E R  P L A N I N G  A M O U L D I N G  
M A C H I N E . " D A N C K A E R T  ”  16 in .
D R A W  B E N C H . " S A G A R  ”  12 in .  R I P  
SA W '. “  S A G A  It'S  ”  15 in . b y  9 in .  T I I I C K -  
N E S S E I t .  “  D A N C K A E R T  ”  12 in . O V E R 
H A N D  P L A N E R . “  W I L K I N S O N  ”  
12 in .  D I M E N S I O N  S A W  B E N C H .  
S I N G L E  E N D  T E N O N E R . C H A I N  & 
C H I S E L  M O llT I S E R . 8 in . b y  6 f t .  b y
1 f t .  6 in . B A N D  G L U E I N G -U P  P R E S S .  
E L E C T R I C  6 -W E L L  G L U E  H E A T E R .  
" G U I L L I E T  ”  8 f t .  B E L T  S A N D E R S .  
S I N G L E  S P I N D L E  M O U L D E R S .  
" D A N C K A E R T  ”  1 S P I N D L E  D O V E -  
T A I L E R . “ S A G A R "  15 in . C I R C U L A R  
S A W  B E N C H . D I E C A S T I N G  M A 
C H I N E S ,  b y  “  E .M .B .,”  “  M a d iso n -K ip p  ’’ 
a n d  “  C le v e la n d .” " O A R V I N ”  P E D E S T A L  
T A P P I N G  M A C H I N E S . “  A L B A "  

25 S H A P E R . “  V E R N O N  ”  M I L L I N G  & 
J I G  B O R I N G  M A C H I N E . S I N G L E  &
2 S P I N D L E  D R I L L S . C A P S T A N  
L A T H E S . M O T O R I S E D  P O L I S H I N G  
S P I N D L E S .

C a t a lo g u e s  (w h e n  r e a d y ,  p r ic e  6d. e a c h ,  
P .O . o n ly )  m a y  b e  o b ta in e d  o f  

M e s s r s .  H E N R Y  B U T C H E R  a n d  C o . ,  
A u c t io n e e r s ,  V a lu e r s  a n d  S u r v e y o r s  o f  
F a c t o r ie s  P la n t  “ a n d  E q u ip m e n t ,  73. 
C H A N C E R Y  L A N E ,  L O N D O N ,  W . C .2 ,  

T e le p h o n e :  H O L b o r n  B i l l  (8 l in e s ) .

F IN A N C IA L

E n g i n e e r i n g  o r  a l l i e d  i n 
d u s t r y . —- in v e s t m e n t  c o m p a n y ,  

w ith  s u b s t a n t ia l  f in a n c ia l  r e so u r c e s , d e s ir e  
t o  a c q u ir e  a n  in te r e s t  in  (o r  w ou ld  
p u r c h a s e  o u t r ig h t )  a n  E s t a b l is h e d  C o n cern  
w ;ith g o o d  p r o f it -e a r n in g  r e c o r d . C on 
t in u i t y  o f  m a n a g e m e n t  a n d  p e r so n n e l  
e s s e n t ia l .  A  su m  in v o lv in g  £ 5 0 /2 0 0 ,0 0 0  
i s  e n v is a g e d .— A d d r e s s  B o x  924 , F o u n d r y  
T r a d e  J o u r n a l .

A G E N C Y

F R E E -L A N C E  A G E N T , w i t h  im p o r ta n t  
E n g in e e r in g  c u s to m e r s  in  L o n d o n  

a n d  t h e  H o m e  C o u n tie s ,  d e s ir e s  c o n t a c t  
G r e y  I r o n  F o u n d r y  w i t h  c a p a c it y  fo r  

lo o se  p a t te r n  m o u ld in g  w i t h  a  v ie w  to  
a r r a n g in g  a n  A g e n c y .— B o x  1023, F o u n d r y  
T r a d e  J o u r n a l .

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

W A N T E D , b y  a c tu a l  u se r , A lu m in iu m  
G r in d in g s  fro m  c a s t i n g  f e t t l i n g .  

M a x im u m  p r ic e  fo r  c le a n  m a te r ia l .  
R e g u la r  s u p p l ie s  w a n te d .— S e n d  trn e  
s a m p le  a n d  d e t a i l s  t o  B u y e r ,  K . A 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 tc h -  
w o r th .

M A T ER IA LS  F O R  S A LE

I A R G E  a n d  S m a ll  R o l le r s .  S o lid  a n d  
-4  L a m in a te d  W o o d s . A ls o  tu r n e r y  in  
a l l  h a r d w o o d s , in c lu d in g  L ig n u m .—

M u s t i l l ,  C lif to n  R o a d  E a s t ,  L iv e r p o o l,  6.

P L A N T  F O R  S A LE

SH O T  B la s t  R u m b lin g  B a r r e l  P la n t ,  
T i lg h m a n  C .B .2 , d o u b le  j e t ,  e x te r n a l  

m ix in g  tu b e . C o m p le te  a n d  r e a d y  fo r  
w o r k , w i t h  a l l  m o to r s , d u s t  a r r e s te r  
( s o p a r a te ) ,  s ta r te r s ,  e tc .  S iz e  o f  b a r r e l  
18 in . b y  24 In.

T h is  p la n t  i s  a b s o lu te ly  in  n ew  c o n 
d it io n  a n d  l ia s  d o n e  o n ly  a  fe w  h o u r s ’ 
d e m o n s tr a t io n  w o rk .

A p p ly  :
H . B R I D G E S ,  "  K ln g s c r o f t ,”  K in g s b u r y  

R o a d , M in w o r t h ,  B i r m in g h a m .
T e le p h o n e :  A S H f ie ld  1439.

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

R e q u i r e d . — 25-so c w ts .  c a p a c it y  
G e a r e d  T i l t in g  L a d le .  M u s t  b o  in  

g o o d  c o n d i t io n .  S ia t e  p r ic e  a n d  w h e r e  
s e e n .— B o x  1021, F o u n d u y  T u a d e  J o u r n a l .

W A N T E D , u r g e n t ly ,  H e m a t it e  I r o n  
I n g o t  M o u ld  S c r a p .—F u l l  d e t a i l s  to  

B u y e r , D a v i d  B r o w n - J a c k s o n ,  L t d . ,  
I ta m p s o n  S tr e e t ,  S a lfo r d , 5.

WA N T E D .— T W O  15- o r  20 -ton  p e r  h r . 
C u p o la s , w ith  o r  w i t h o u t  c h a r g in g  

g e a r ,  a n d  w i t h  or w i t h o u t  b lo w in g  
m a c h in e r y .— B o x  914, F o u n d r y  T r a d e  
J o u r n a l .

o
F F B R  Y O U R  S U R P L U S  P L A N T  

T O
F R A N K  S A L T  & C O . ,  L T D . ,

S t a t io n  R o a d , B la c k h e a t h , B irm in g h a m «
,  - ,  B L A .  I63S.

U R G E N T L Y  R E Q U I R E D .— 15 c w ts .,
1 to n  c a p a c it y .  E le c tr ic  L i f t ,  400 

v o lt s ,  3 -p lia se , 50 c y c le s .  N e w  o r  s e c o n d 
h a n d  c o n s id e r e d  p r o v id in g  la t t e r  w i l l  p a s s  
t e s t  a s  r e q u ir e d  b y  t h e  F a c t o r y  A c t .  
P le a s o  s t a t e  m a x im u m  l i f t i n g  h e ig h t  a n d  
d im e n s io n s  o f  c a g e ,  a n d  p r e v io u s  u s e .—  
B o x  1009, 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 L E

SK L E N A R "  F U R N A C E . 1 -to n  
c a p a c it y .  C o k e  fired . N e w  1944. 

V ery l i t t l e  u se d . P r ic e  £ 7 0 0 .— B o x  m z,  
. F o u n d r y  T r a d e  J o u r n a l .

A 1
I R  C O M P R E S S O R , v e r t ic a l ,  t w o - s ta g e ,

 b y  T i lg h m a n ’s . C o m p le te  w ith  in te r -
c o o le r , a f te r -c o o le r , a n d  95 h .p . m o to r ,  w it h  
tw o  a ir  r e c e iv e r s  9 f t .  6 in . h ig h  a n d  6 f t .  
h ig h .— P l a t e r ' s  &  S ta m p e r s ,  L t d . ,  B u r n le y .

I N  S T O C K  I N  S L O U G H  F O R  
I M M E D I A T E  D E L I V E R Y .

CO K E - F I R E D  T I L T I N G  F U R 
N A C E S , a s  n ew . w ith  K e i t h  

B la c k m a n  a .c .  F a n s ,  250 lb s . a n d  
440 lb s . s iz e .  £ 1 2 5  e a c h .

B A L E -O U T  F U R N A C E S , b y  
M o r g a n  a n d  B r i t i s h  F u r n a c e s .
200 lb s.-400 lb s .,  in  s to c k .  P r ic e s  
£ 4 0  t o  £ 1 5 0 .

W E I G H I N G  M A C H I N E S .  
3 0 -cw t., 1 -to n , 3 -cw t., e t c .  S u ita b le  
fo r  c u p o la  c h a r g e s .  C h ea p .

S m a ll  a n d  la r g e  D I S I N T E 
G R A T O R S , b y  A lfr e d  H e r b e r t , a t  
£ 2 8  to  £ 4 8 .

S e v e r a l C U P O L A S , fro m  i  to n  
p e r  h o u r  to  3 to n s  p e r  h o u r . D e t a i l s  
o n  r e q u e s t .

P le n t y  o f  F o u n d r y  E q u ip m e n t  in
s to c k .  I m m e d ia te  a t t e n t io n  a l l

e n q u ir ie s .
e l e c t r o g e n e r a t o r s  l t d .

A u s t r a l i a  R o a d , S lo u g h .
T e le p h o n e  : S lo u g h  22877.

M A C H IN E R Y  F O R  S A L E -C o n fd .

F O R  S A L E

NO . 16 A T R I T O R  C R U S H E R  b y  A lfr e d  
H e r b e r t , c o m p le te  w ith  F e e d  H o p p e r ,  

o v e r h a u le d  a n d  w i t h  a  q u a n t i t y  o f  s p a r e s .  
A ls o  a  N o . 12 A tr ito r  b y  A lfr e d  H e r b e r t ,  
fo r  w h ic h  w e  h a v e  a v a i la b le  a b o u t  6 to n s  
o f  s p a r e s .  B o th  t h e s e  m a c h in e s  a r e  o ffe r e d  
a t  e x tr e m e ly  lo w  p r ic e s  fo r  q u ic k  
c le a r a n c e .

S A Y I L L E - C A L V E R T  ( M A C H I N E R Y ) ,  
L I M I T E D  

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

T « l . : S t r a t f o r d - o n - A v o n  3681.

F O R  D I S P O S A L .

O P E N  D I E  H O R I Z O N T A L  F O R G I N G  
M A C H I N E S .

ON E  S a m u e l P la t t ,  i  in .  c a p a c it y ,  c o m 
p le te  w ith  5 h .p . m o to r  a n d  s ta r t e r  

fo r  415 v o lt s ,  3 -p h a se , 50 c y c le s  s u p p ly .
T h re o  S a m u e l P la t t ,  8 in . c a p a c it y ,  

a r r a n g e d  fo r  b e lt  d r iv e .
T w o  S a m u e l P l a t t ,  1 in .  c a p a c it y ,  a r r a n g e d  

fo r  b e lt  d r iv e .
O n e  N a t io n a l  A c m e , 1J in .  c a p a c it y ,  

a r r a n g e d  lo r  b e l t  d r iv e .
F O R  F U L L  D E T A I L S  A N D  I N S P E C 

T I O N  A P P L Y  :

T H O S . W . W A R D  LTD .
Albion W orks, Sheffield

P h o n e  2 6 3 1 1 ’G r a m s  : "  F o r w a r d .”

A L B IO N W O R K S

H A M M E R S  :
K - O W T . “  M A S S E Y  ”  C L E A R  S P A C E
D  T Y P E  P N E U M A T I C  P O W E R  

H A M M E R . M a x im u m  s tr o k e  a p p r o x .  
21 in .;  r a m  p a l le t  f a c e  8 in . b y  7 in .;  
d ia .  o f  r a m  a p p r o x .  10 i n .;  26 h .p .  S .C . 
M o to r . 4 0 0 /4 0 0 /3 /5 0 .

5 -cw t. C L E A R  S P A C E  T Y P E  P N E U 
M A T IC  P O W E R  H A M M E R . A l ld a y s  
a n v i l  b lo c k ;  20 h .p .  P r o te c te d  t y p e  S .C .  
M o to r , 350 /3 /50 .

5 0-cw t. “  M A S S E Y  ”  C L E A R  S P A C E
P N E U M A T I C  H A M M E R . 3  f t .  6 in .  
s t r o k e ;  185 h .p . S l ip  R i n g  M o to r , 
4 4 0 /3 /5 0 ; “ E l l i s o n ”  S t a r t in g  G ea r .

R U M B L I N G  B A R R E L S  :
N E W  M O T O R  D R I V E N  H E X A G O N A L  

R U M B L I N G  B A R R E L S . 36 in . l o n g  b y  
18 in .  a c r o s s  f la ts ,  5 i l l .  p la te ;  d r iv e n  b y  
3 h .p .  M o to r , a n d  c o m p le te  w ith  S ta r te r .

N E W  B E L T  D R I V E N  D I T T O . S iz e  36 in .  
l o n g  b y  30 in .  a c r o s s  f ia t s ;  d r iv e n  
t h r o u g h  f a s t  a n d  lo o se  p u l le y s ,  w i t h  b e l t  
s t r ik in g  g e a r .

B E L T  D R I V E N  G E A R E D  H E X A G O N A L  
R U M B L I N G  B A R R E L . 18 in . lo n g  b y  
16  in .  a c r o ss  f ia t s .  F a s t  a n d  lo o se  
p u lle y s .

F O U N b R Y  S A N D  R I D D L E  " F O U -  
W A R D .” — 5 to n s  p e r  h o u r  c a p .  C o m 
p le te  w ith  T r ip o d  a n d  22 in .  d ia .  S ie v e .  
M o to r ise d .

G E A R E D  F O U N D R Y  C R A N E  L A D L E S -  
N E W . 3 - to n ;  5 0 -cw t.;  2 -to n ;  3 0 -cw t.;  
1 -to n ; 10-cw t.

A L L  T H E  A F O R E M E N T I O N E D  I T E M S  
A V A I L A B L E  F O R  I M M E D I A T E  
D E L I V E R Y .

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

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

R e me mb e r W a r d s  mi g h t  h ave  R  I
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F O R  S A L E .-~ O n e  C o le m a n  N o .  24A  
D a v e n p o r t  T y p o  M a c h in e  J a r r ,  

R o ll-o v e r . ¡P a tte r n  d r a w  12 i n .;  1,100 lb s .  
w o r k in g  c a p a c it y .  S u i t a b le  fo r  b o x e s  u p  
t o  40 i n .  b y  24 in .  P r ic e  £ 3 5 0 .—-B o x  288, 
F o u n d r y  T r a d e  J o u r n a l .

B O O
AIR COM PRESSORS.

A A A - O . F : M „  T I L G H M A N , lo w  
.JL v J \ J  p r e ssu r e  s e t ,  t y p o  C E .3 B , 

v e r t . ,  t w in  c y l . ,  s in g le  s t a g e ,  w a t e r  c o o le d ,  
12 lb . w .p .,  320 r .p .in . D ir e c t  c o u p le d  
75-h .p . S / l t  M e t .-V ic k . m o to r , 415 /3 /5 0 .

6 0 0 -c .f .m ., T I L G H M A N . t y p e  F C 9A M , 
v e r t . ,  s in g le  c y l . ,  s in g le  s t a g e ,  w a te r  
c o o le d , 60 lb . w .p .,  365 r .p .m . D ir e c t  

c o u p le d  to  125-h.p . S / l t  in d u c t io n  m o to r ,  
b y  L . S c o t t ,  440 /3 /50 .

6 0 0 -c .f .m ., T I L G H M A N , v e r t . ,  s in g le  
c y l . ,  s in g le  s t a g e ,  w a te r  c o o le d , t y p e  F .C .9 . 
S p e e d  365 r .p .m .,  w .p .  60 lb .

4 0 0 -c .f .m ., T I L G H M A N , ty p o  G B 3 , v e r t., 
2  s t a g e ,  w a te r  c o o le d , 100 lb . w .p .,  320 
r .p .m ., w i t h  in te r c o o le r .

3 0 0 -c .f .m ., T I L G H M A N , ty p e  F C 6 D Y ,  
v e r t . ,  2  s t a g e ,  s in g le  c r a n k , w a t e r  c o o le d ,  
100 lb . w .p . ,  s p e e d  360 r .p .in .,  f it te d  in te r -  
c o o le r  a n d  flo o r  m o u n t in g  a f te r c o o le r .  
B e lt  d r iv e n .

3 0 0 -c .f .in ., A L L E Y  & M c L E L L A N , ty p e  
23 B , v e r t . ,  s in g le  c r a n k , 2 s t a g e ,  w a te r  
c o o le d , f it te d  in te r c o o le r  a n d  u n lo a d e r ,  
100 lb . w .p . D ir e c t  c o u p le d  C r o m p to n  
75-h .p . S /R  m o to r  415 /3 /5 0 , 365 r .p .m .

G EO R G E  C O H EN
S O N S  & C O ., LTD.

W O O D  L A N E , L O N D O N : W .I2
T el : S hepherds  Bush 2070

a n d  S T A N N IN G L E Y  nr. L E E D S
T e l : P u d s e y  2241

N E W  CRA N ES FROM  STO CK .

1 6-T on  E le c tr ic  O v e r h e a d  T r a v e l l in g  
C ra n e . 20  f t .  L i f t ,  35 f t .  S p a n ,  

4 0 0 /3 /5 0  s u p p ly .
1 6-T on  D i t to .  30 f t .  S p a n .
T i le  a b o v e  a r e  3 -m o to r , d o u b le  g ir d e r  

t y p e  C r a n e s . F lo o r  c o n tr o l le d .
1  3 - lo n  E le c tr ic  O v e r h e a d  T r a v e l l in g  

C r a n e . E le c tr ic  H o is t  a n d  H a n d  C ro ss  
a n d  L o n g  T r a v e l .  4 0 0 /3 /5 0 , 35 f t .  S p a n .

1 B i t t o .  6 -to n  c a p a c it y .  4 0 0 /3 /5 0  s u p p ly .  
F lo o r  c o n tr o lle d .

T h e  S p a n s  o f  t h e  a b o v e  C r a n e s  c a n  be  
a d j u s te d  i f  r e q u ire d .

FRANK SALT & C O ., LTD., 
S ta tio n  R oad, B lackheath , B irm ingham . 

BLA. 1635.

D E L IV E R Y  E X  STOCK
New  shot blast cabinets 
complete with Dust 

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

Low prices.
Please  send for our NEW  

I l l u s t r a t ed  ca ta l ogue  on reques t

ELECTROGENERATORS
LTD.

14 AUSTRALIA RD., SLOUGH
Telephone i SLOUGH 22877 

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

FO U N D R Y  TR A D E  JO U R N A L
M A C H IN E R Y  F O R  [SA LE— C o n t d .

SA N D  M I X E R S  a n d  D I S I N T E G 
R A T O R S  fo r  F o u n d r y  a n d  Q u a r ry ;  

c a p a c it i e s  fro m  10  c w ts .  to  10 t o n s  p er  h r .—  
V i. & A . E . B r b a l e y  ( M a c h i n e r y ) ,  L t d . ,  
S t a t io n  W o r k s , E c c le s E e ld , S h effie ld .

TW O  W h e e l  M o to r is e d  S id e  G r in d in g  
M a c h in e  b y  B e a c o n  E n g in e e r in g  C o ., 

L td .  I n s p e c t io n  in v it e d .— T h e  B r o c k m o o r  
F o u n d r y  C o . ,  L t d . .  B r o c k m o o r , B r ie r le y  
H il l .

FOR SALE.

L a n c a s h i r e  b o i l e r  f l u e s ,  s u it -
a b le  fo r  C u p o la s ;  c a n  bo in s p e c te d  

a t  o u r  w o r k s ;  c h e a p .
M ARKLAND SC O W C R O F T , LTD.,! 

C ox G reen  W o rk s , B rom ley C ross, n e a r  
B olton.

Tel. N o . Eagley 600/1/2

C A P A C IT Y  W A N T E D

CA P A C IT Y  r e q u ir e d  w i t h in  s ix t y  m ile  
r a d iu s  L o n d o n  fo r  P a t t e r n m a k in g .—  

D e t a i l s  B o x  1019, F o u n d r y  T r a d e  J o u r n a l .

CA P A C I T Y  r e q u ir e d  fo r  I r o n  a n d  
N o n -fe r r o u s  C a s t in g s .— D e t a i l s  B o x  

1020, F o u n d r y  T r a d e  J o u r n a l .

r . ü C A P A C IT Y  A V A IL A B L E

I J A T T E U N M A K I N G . —  A c c u r a te  first-  
c la s s  P a t te r n s  lo r  m a c h in e  o r  h a n d  

m o u ld in g .  K e e n  p r ic e s ,  q u ic k  d e l iv e r y .—  
D . C. P o o l e .  27, P r io r y  A v e n u e , T a u n to n ,  
S o m e r se t .  T e l .  5046.

I7 I O U N D R Y  in  H o m e  C o u n tie s  h a s  
. c a p a c it y  a v a i la b le  fo r  r e p e t i t io n  g r e y  

ir o n  c a s t in g s  u p  to  24 in .  s q .  b o x e s .— B o x  
1001, F o u n d r y  T r a d e  J o u r n a l .

AC C U R A T E  P a t t e r n s  in  t h e  m in im u m  
o f  t im e .  P la t e  S p e c ia l i s t s .—A . 

E l s t o n ,  1, C r a n b ro o k  R o a d , L o n d o n , E .17. 
K E Y s to n e  6788.

B E E H I V E  F O B N B R Y ,  50 , H a l l  L a n e ,  
W a ls a l l  W o o d , S ta f f s .,  fo r  s m a l l  to  

m e d iu m  s iz e  A lu m in iu m  S a n d  C a s t in g s  o f  
Q u a li ty .— ’P h o n e  B r o w n h il ls  3323.

P A T T E R N M A K I N G  C a p a c it y  a v a i la b le  
im m e d ia t e ly .— W r ite  or t e le p h o n e  

F .H .  ( N e w c a s t l e ) ,  L t d . ,  P o t te r y  L a n e ,  
N c w c a s t le -o n -T y n c ,  1. T e l .  N o .  28291/2.

CA P A C I T Y  a v a i la b le  fo r  L i g h t  C a s t in g s  
w e ig h in g  fro m  1 lb . to  5 c w t s .,  i n 

c lu d in g  C a s t in g s  fo r  V itr e o u s  E n a m e l l in g .  
— W e s t e r n  L i g h t  C a s t i n g s  F o u n d r i e s ,  
L t d . ,  F a ir w o o d  F o u n d r y ,  G o w e r to n , n e a r  
S w a n s e a , m a n u fa c tu r e r s  o f  m a lle a b le  ir o n  
c a s t in g s .

No n - f e r r o u s  f o u n d r y .  C a p a c ity
a v a i la b le .  F ir s t - c la s s  q u a l i t y  c a s t 

in g s ,  i n  A lu m in iu m -B r o n z e ,  G u o m e ta ls ,  
e tc . ,  a t  c o m p e t i t iv e  p r ic e s , in c lu d in g

Ea tfe r n s  i f  r e q u ir e d .— B e e s t o n  L e e  & C o., 
i d . ,  33, S w in d o n  R o a d , S tr a t to n  S t. 
M a r g a r e t ,  W ilt s .

CA P A C I T Y , s u b s t a n t ia l ,  a v a i la b le  im 
m e d ia t e ly ,  f u l ly  m e c h a n is e d  F o u n d r y ;  

h ig h  q u a l i t y  G r e y  I r o n  a n d  M a lle a b le  
C a s t in g s ;  b o x e s  u p  to  28 in .  b y  16 in .  b y  
5 i n . ;  P a t te r n m a k in g  f a c i l i t i e s  if  r e q u ir e d .  
— E . J .  W a l l a c e ,  50, W e l l in g t o n  S tr e e t ,  
G la s g o w , C .2.

JUNE 7, 1951 
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CA P A C I T Y  a v a i la b le  fo r  c a s t in g s  
w e ig h in g  fr o m  1 lb . to  12-  t o n s ,  i n 

c lu d in g  Q u a s i-B e s s e r m is e d  i n g o t  m o u ld s  
u p  t o  10 ,000  t o n s  p e r  a n n u m .— T h e  C r o s s  
F o u n d r y  & E n g i n e e r i n g  C o . ,  L t d . ,  G or- 
s c in o n ,  n e a r  S w a n s e a .

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

P A N  M I L L S , 4 f t .  a n d  5 f t .  d ia .  u n d er-  
d r iv e n , s ta t io n a r y  p a n s , s e lf -d is 

c h a r g in g  n e w , fo r  d e l iv e r y  fr o m  s to c k .— W . 
& A . A . B r e a l e y  ( M a c h i n e r y ) ,  L t d . ,  K ccles-  
f ie ld , S h effie ld .

ST A F F  T I M E  C H E C K I N G  A N B  J O B  
C O S T IN G  T I M E  R E C O R D E R S ..  A ll  

m a k e s  fo r  q u ic k  c a s h  s a le .  E x c e p t io n a l  
c o n d i t io n .— W r it e  B o x  504, S m i t h s ’, 100, 
F le e t  S tr e e t ,  E .C .4 .

PA T T E R N S  in  W o o d  or M e ta l;  h ig h  
f in ish  a n d  a c c u r a c y  m a in t a in e d ;  

p la t e  a n d  m u lt i-c o r e d  w o r k  a  s p e c ia l i t y .  -  
H a y w o o d  B r o s . ,  L it t le b o r o n g b , L an e*  
8543.

P A T T E R N S  fo r  a l l  b r a n c h e s  o f  E n g in 
e e r in g ,  fo r  H a n d  o r  M a c h in e  M o u ld 

in g .— F u r m s t o n  a n d  L a w l o r ,  L t d . ,  L e tc h -  
w o r th .

R e f r a c t o r y  m a t e r i a l s — M o u ld 
i n g  S a n d , G a n is t e r ,  L im e s to n e ,  C ore  

G u m ; c o m p e t i t iv e  p r ic e s  q u o te d .— H e n s a l l  
S a n d  C o., L t d . ,  S i lv e r  S tr e e t ,  H a l i f a x .

MO U L D I N G  B O X E S  f a b r ic a te d  fro m  
A lu m in iu m  A llo y  o r  S t e e l;  fo r  a l l  

ty p e s  o f  w e ld e d  f a b r ic a t io n  w e  c a n  g i v e  a  
f ir s t-c la s s  jo b  a n d  g o o d  d e l iv e r y .— T h e  
G l e n m o o i i  E n g .  C o., L t d . ,  E y r e ’s  A v e n u e ,  
S t a n n in g le y  B o a d ,  L e e d s , 12.

MA N U R E , e s p e c ia l ly  s u i ta b le  fo r
F o u n d r y  w o r k  a n d  a s  s u p p l ie d  to  th e  

tr a d e  fo r  o v e r  25 y e a r s .  Q u o ta t io n s  on
r e q u e s t .— F r a n k  G i n s t e r ,  M o x le y ,  W e d n e s -  
b u r y . ’P h o n e  : 0688 W e d n e s b u r y .

CIA  ST  I R O N  c h a ir e d  s le e p e r s  a v a i la b le ;  
> N o r th  M id la n d s  3,000. M id la n d s  

6,000. S o u th -W e st  5 ,000.— O ffers  to  B o x  
4 1 2 , F o u n d r y  T r a d e  J o u r n a l .

~ V \7 " K  b u y  u s e d  o r  u n s e r v ic e a b le  S te e l  
V T F i le s  a t  g o o d  p r ic e s , in  l o t s  o f  

2 c w ts .  o r  m o re .
T H O S . W . W A R D , LTD.,

T.S. D e p a r tm e n t,  - 
A lbion W o rk s , Sheffield.

PATTERNS.

W O O D  a n d  M e ta l  fo r  P la t e  or H a n d  
M o u ld in g .— B a r r o n  C l a r k .  G ie n to n  

S t r e e t  W o r k s , P e te r b o r o u g h . T e le p h o n e  
P e te r b o r o u g h  2750.

R E F R A C T O R Y  R e p a ir s  a n d  R e n e w a ls  
t o  A n n e a l in g  R e f in e r y  a n d  R e v e r -  

b e r a to r y  F u r n a c e s ,  a n d  F u r n a c e s  o f  a l l  
t y p e s .— B . R i c h a r d s o n ,  49, M ilto n  A v e n u e ,  
E a s t  H a m , E .6 . T e l .  N o . : G R A n g e w o o d  
4976.

NO  M O R E  G U E S S I N G  G A M E S  I N  
T H E  F O U N D R Y .— U s e  " S P E E D Y ”  

M O I S T U R E  T E S T E R  a n d  r e d u c e  y o u r  
r e je c t s  b y  A C C U R A T E  d e te r m in a t io n  o f  
w a te r -c o n te n t  i n  fo u n d r y  s a n d , r e fr a c to r ie s ,  
e tc .  E x a c t  p e r c e n ta g e  o f  m o is tu r e  d e te r 
m in e d  in  3  m in s .  P o r t a b le ;  n o n -e le c tr ic ;  
s im p le  fo r  u s e  b y  u n s k i l l e d  la b o u r . O v er  
6 ,5 0 0  in  n s o  in  fo u n d r ie s  a n d  m a n y  o th e r  
in d u s t r ie s .— W r ite  fo r  I l lu s t r a t e d  B r o c h u r e  
to  T n o s .  A s h w o r t h  & C o ., L t d .  ( D e p t .  
F .T .J . ) ,  V u lc a n  W o r k s , B u r n le y ,  L a n c s .
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T H E  S O U R C E O F S A TIS FAC TIO N
a  O I L S  AND C O M P O U N D S  ■

■ "  y j r

I M P R O V E  Y O U R  P R O D U C T I O N  
I N C R E A S E  Y O U R  O U T P U T  

R E D U C E  Y O U R  C O S T S

U S E  E A G L E  C O R E 
O IL S  a n d  C O M P O U N D S

FOR UNIFORMITY, R EL IA B IL IT Y  
A N D  E F F I C I E N T  S E R V I C E .

E, S. LORD, LIMITED
Specialists in Foundry Practice.

EAGLE OIL WORKS, BURY ROAD, ROCHDALE
T e le p h o n e :  - - R O C H D A L E  3567

T e le g r a m s :  “ C O R E B O N D  R O C H D A L E "

THOM AS HILL-JONES, LTD.
M A N U F A C T U R IN G  C H E M IS T S  

I N V I C T A  W K S . ,  B O W  C O M M O N  L A N E ,  L O N D O N ,  E .3  
a n d  a t  M e e s o n ’s W h a r f ,  B o w  B r id g e , E . I 5

Phone : East 3285 G ra m s : 44 H ill Jones, B o ch u rch , Lo n d o n  '*

F O U N D R Y  B L A C K I N G S , C H A R C O A L , C O A L  D U S T ,  
B E S T  C E Y L O N  P L U M B A G O , F O U N D R Y  F A C IN G S  

M A D E  T O  C U S T O M E R S ’ S P E C IF IC A T IO N

Established 1830. O ld-estab lished  yet up  to  d a te  in every de ta il th is  
organisation provides a specialised service for the  foundry  in d u stry  

th at ensures rap id  delivery  and low prices all the  tim e .

T H E  BRITISH S H O TB LA S T 
& E N G IN E E R IN G  C O . L T D .

STRETFORD, LANCS. ENG.
THE VERY LATEST IN SHOTBLAST 
EQUIPMENT INCORPORATING NEW 
W E T  T Y P E  D U S T  A R R E S T E R S

G U A R A N T E E D  R E C O N D I T I O N E D  P L A N T S  01  
ALL T Y P E S  I N  S T O C K

INGOTS

5Mou%h th& MicM&cepe

L I G H T  A L L O Y S

This is a PH O TO M IC R O G R A PH  of a general 
purpose Aluminium alloy produced to give minimum 
9 tons U.T.S. minimum 2% elongation as cast. Full 
details with properties and casting technique on request, 
quoting reference TML4.
O ur work* h a v e  p rod uced  IN G O T S , B IL L E T S , S H O T , P L A T E S  
S T IC K S , in  stan d ard  and sp ec ia l m ix tu r e s  for m a n y  y e a r s , and  are 

s t i l l  su p p ly in g  o ld  a n d  n ew  sp e c if ic a t io n s  i n :—

G U N M ET A L  P H O S-B R O N Z E  LEAD-BRO NZE  
A LI-B R O N Z E  M A N G A N ESE -B R O N ZE  B R A SS  
NICK EL-SILVER LIGH T ALLOYS ETC

T e c h n i c a l  Q u e r ie s  I n v i t e d .

Tyseley Meta lW orks Ltd.
Balfour H ouse W orks
Finsb ury P avem ent T yse ley
LONDON, E.C.2 BIRM INGH AM , 11
M O N arch 7941/2 V ic to r ia  0584/5/6
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PLATE PATTERNS LOOSE PATTERNS
W OOD and METAL for M ACHINE UP TO  HIGHEST DIMENSIONS

or HAND M OULDING
Finest W orkm anship . H igh Techn ica l A ssistance fo r Easy Foundry Production  

MOST MODERN SPECIALISED PLANT IN SOUTH ENGLAND 
Keen Q uotations. Good Delivery

<ead 7 0 « r  «nqairt«« Co i

B. LEVY & CO. (PATTERNS) LTD., OSBERT STREET, 
LONDON, S.W.I.

fi/sphiOM.* f lc to r la  1073 L  Victoria 7466

H. C. HOPPER (Kingston) Ltd. 
HAMPDEN ROAD, KINGSTON 

KIN 0177/8/9
PATTERNS (Wood & Metal) 
CASTINGS (Iron & Non-Ferrous) 
GEAR CUTTING  
GENERAL MACHINING

A ll at our

K IN G STO N  W O RKS

Good D eliveries

P A T T E R N S
W OOD AND METAL

Over 100 Skilled 
Craftsmen at your 

service

•

G. PERRY < SONS
LTD.

HALL LANE 
AYLESTONE 
LEICESTER

Telephone; LE IC ESTER  32261

A LL  TYPES OF W O O D  
& METAL PATTERNS  

CO O K E, BAILEY L t d .
MORLEY ST., HANLEY, 8T0K E -0N-TRENT 

Telephone : Stoke-on-Tr»nt 2627

LAW S & SON,
(N ew  A ddress)

31 Hanbury Road, Acton, W.3
(A C O rn  1883)

All ty p es  o f p a tte rn s ,  W ood  o r 
M eta l. SPECIAL LA R G E-TU R N 
IN G  FACILITIES. S u b -co n trac ts . 
N o n -fe rro u s  castings.

S U R R E Y  P A T T E R N S
9a FRITH ROAD, CROYDON

EN G IN EERS PATTERNM AKERS
Pine, Mahogany or Metal Patterns 

for Plate or Hand Moulding 
Non-Ferrous Castings 
T e le p h o n e  s C R O . 0994

PATTERNMAKERS
(E ng ineering ) C O . LTD. 

Shrewsbury Road,London, N.W.10.
HIGH-CLASS PATTERNS  

N O N -FERRO U S  
CASTINGS

P h e tu  ;  BLGAR 8031/2
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P A T T E R N M A K E R S
The PATTERN EQUIPMENT CO. (LE IC ESTER ) LTD.

Pro d ucers  o f

PATTERN EQ UIPM EN T of A L L  T Y P E S
Equipment for Mechanised Foundries a Speciality

DIES FOR GRAVITY DIECASTING

147 MOUNT ROAD
TELEPH O N E : 23773

LEICESTER

THE “ E X P R E S S ”
PNEUMATIC VIBRATOR

A v aila b le  In 
th re e  s ize s : 

I '  b o re  •«)/- 
I J '  5 5/- 
I I '  . .  6 5 /-

“  E X P R E S S ”  Vibrators eliminate battered plates—save 
time and money.

THE “EXPRESS”
S Q U E E Z E R
Unrivalled for the 
cheap and rapid 
production of small 
castings.
Founders using the 
“ E xp re s s ”  and 
squeezing both 
parts simultaneously 
produce 200-300% 
faster than on the 
bench or stump.

PR IC E

£ 7 0

Com plete with accessories

F ISH ER  
FO U N D R IES  LTD.

A L B I O N  R O A D , G R E E T ,  B IR M IN G H A M
T e le p h o n e  :  V i c t o r i a  0197

C A S T I N G S
F O R  E N G I N E E R S  
M O T O R  T R A D E S  
&c.
Castings Sand-B lasted

“STAR FOUNDRY”
B irm ingham  S tre e t , 

W 1 L L E N H A L L .3 T A F F 8 .
Telephone:

25112 W ILLEN H A LL. 
T eleg ram s:

“  STAR FO UN DRY  
W ILLEN HALL

W I L L I A M  H A R P E R ,
S ON &  Co.  (W ILLENHALL) Ltd .
Malleable and Soft Grey Ironfounders

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.

PARTING and FACING POWDER
(N O N SIL IC A  ; N O N-HYGRO SCO PIC)

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  
F O R  O R IG IN A L  R U S S IA N  

L Y C O P O D IU M  

B R IN G S  O U T  T H E  M O S T  
IN T R IC A T E  D E T A IL  

N O N - R E A C T IV E  W IT H  
M O L T E N  M E T A L S

I

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

Telephone: L O N d o n  W A L L  7221  

Soles Agents for London and Southern Counties 
W . J .  H O O K E R , L T D . ,  4, M ID L A N D  C R E S C E N T , N .W .3 .

Sole Agents and Stockists for Scotland :
L . A . W iT H A M  & C o ., 620, South  S t .,  S co tsto u n , G lasg o w , W .4 .
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ADAPTABLE PORTABLE POWER RIDDLE

ADAPTABLE RUNNER  
BUSH  M A C H IN E

This electrically-driven Sand Riddle 
provides very considerable savings 
in labour tim e, w ith consequent 
cost economy. Its use eliminates 
a bottle-neck in production pro
gress and releases valuable labour 
for w ork which cannot be done 
mechanically. One cw t. per minute 
of fine facing sand w ill pass through 
the ^¡n. mesh, I8in. diameter riddle. 
The machine is easily transportable 
and the motor leads may be plugged 
into any convenient light or power 
socket.

T H E  A D A P T A B L E  M O U L D IN G  M A C H IN E C O M P A N Y  L IM IT E D
CH ARLES HENRY STREET. BIRMINGHAM, 12 Phone: MIDIand 6911

London Office: 47 W H IT E H A L L , S .W .I Phone : W H IT E H A L L  7740
O ther P roducts include MOULDING MACHINES, VIBRATORY KN OCK OUTS (Suspension type), CORE MACHINES, 

SNAP FLASKS, BOXES, PATTERN DUPLICATORS, SQUEEZE MACHINES, DUPLEX ROLLOVERS.

By speedy and economical production this 
simple and robust machine has solved a 
problem for many foundries. It is quite 
normal for a juvenile operator to produce 
in one hour on this machine a quantity of 
runner bushes previously absorbing one 
full day’s w ork . The plates can be quickly 
changed to suit various shapes and sizes 
of bushes.
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BRITISH ELECTRO METALLURGICAL COMPANY LTD.
WINCOBANK SHEFFIELD ENGLAND

T e l e p h o n e :  RO TH ER H A M  4 8 3 6  T e le g r a m s :  " B E M C O "  SH EFFIELD

Technical literature describing the use of Bemco 
Briquettes is available on request.

Check with the formula, 
Sulphur multiplied by 2 + '3 = M anganese
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.

BEMCO 
BRIQUETTED
ALLOY
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I agree w ith you  
-you  can always 

rely on P H  ” >

5»»'* MARCO
C O N V E Y O R  i  E N G I N E E R I N G  C O .  I I D .

Represented In :
S o u th  A f r i«  

Israel 
B ritish  

Y /e s t  Indies 
F rance 

Belgium  
C hina 

S o u th  A m erica  
India

t k  Catalogue free on request

WE ARE DESIGNERS AND MANUFACTURERS OF ALL 
TYPES OF HANDLING EQUIPMENT, ELEVATORS, CON
VEYORS, SCREENS & BUNKERS. ALSO ALL TYPES OF 
FOUNDRY MECHANISED & RE-CONDITIONING PLANTS
Our Technical Department Is at your service if you are in
terested in labour-saving devicesand in speeding production

L E Y T O N S T O N E ,  E .  I IR O W I N  W O R K S ,  L Y N N  R O A D ,
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 I M A R C O ,  E A S P H  O N E
M id la n d  O f f ic e :  3 B O N D  S T . ,  H O C K L E Y ,  B I R M I N G H A M  I»  T e le p h o n e : C E N T R A L  2917

For efficient and economical handling, it pays to consult MARCO

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

A. J E F F R E Y  & C O . LT D
O ur Composition is graded to custom ers’ 
requirem ents, and has been used by 
leading Steel Foundries for more than 
s ix ty  years.

L E T  US A LSO  SERVE YO U

A . J E F F R E Y  & C O . LT D
12 R E N F I E L D  S T R E E T ,  
GLASGOW  C .2 Tel: City 7450

¡F0 HISM
M E C H A N I S A T I O N  P L A N T S

ic  One of the largest designers 
and manufacturers of Foundry 
Mechanisation Plant and Sand 
Conditioning Plant in the country

B ricks , Jointing Cem ents 
and M onolith ic Linings
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The u l t im a te  r e s u l t...
W h e n  a lo a d  o f  B a in es frits lea v es  ou r  w o rk s  y o u  
can  be a b so lu te ly  sure that it has u n d e rg o n e  m any  
exa ctin g  te s ts  and is  up  to  standard  in  ev ery  w ay.
W e  tak e  great p rid e in  ou r m eth o d s  o f  en su rin g  
p erfec t co n s is te n c y  o f  each  b atch  w ith  its  p r e d e c e s 
so r —it is  th e  u ltim ate resu lt that w e h ave  in  m ind  
fro m  th e  b eg in n in g . ~

BAINES FRITS for e n a m e l l e r s

F1
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SPRAY EQUIPMENT • AIR COMPRESSORS • EXHA UST SYSTEMS

Type DGA-S2I

A ero graph  * D e V i l b i s s
m e a n s  Q U A L I T Y  in . . .

S e r v i n g  y o u  b y  doing things b y  air
AIR DUSTERS

Wherever service operations 
are m aintained a t  peak efficiency you’ll find 
AEROGRAPH * DeVELBISS dusting- guns a t  work. 
They’re fast—easy to  operate—versatile ! They save 
tim e, trouble and money on countless service jobs.

The Type DGA-521 Air Duster 
is designed to  m eet the need for a  compact and 
efficient tool a t  a  really  economical price. The a ir  
valve is quickly and easily operated regardless of 
the position in  which the duster is held and the 
straight-line design enables i t  to be used a t  close 
quarters w ithout kinking the hose.

Full particu lars of the range 
of AEROGRAPH • DeVILBISS A ir Dusters will 
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 .2 6  
T e le p h o n e  6060 (8 lin e s ) .

THE SHEPPARD Ingot Casting Machine.
For the production of special irons, aluminium , brass, bronze, copper, tin, 
printing metal and lead ingots. Mould shapes to custom ers’ designs, capacity of 
machines available 1/20 tons per hour, as static or mobile units.

S H E P P A R D  & S O N S  L T D ,
E N G I N E E R S  • B R I D G E N D  • G L A M . ,  W a l e s

Illu stra te s a m obile m achine serving  
severa l fu rnaces fo r  copper.

W rite  fo r our Ingot Casting lite ra tu re
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LONDON
BIRMINGHAM

GLASGOW

NEWCASTLEBRISTOL

E n e r g y  e n o u g h  to  
.s a il t h e  < (u c c n  M a r y  
a c r o s s  the A t l a n t i c  
I n  o n e  l u m p  o f  C 'o a l.

Scientists tell us that there is enough energy sealed up 
in a lump of coal to drive the Queen Mary across the 
Atlantic. That is to say if we could manage to release every 
single atom of energy it contains.

Your coal allocation has energy that is sometimes 
thrown away. Install Musgrave Mechanical Draft equipment 
in your boiler house and get the most out of your fuel.

\ 'OÉCHANKAI OMFTtANS
y e t  t h e  m o s t

MUSGRAVE & CO. LTD • ST. ANN’S WORKS • BELFAST MANCHESTER

T E L E G R A M S  ■
H O P E  W O R K S , D U D L E Y .  
S T E V E , W E S D O , L O N D O N .

T E L E P H O N E ;
D U D L E Y  2411 ( T W O  L IN E S )  
L O N D O N , M A Y F A IR  5-*M.

VAUGHANS(HopeWorks) L td; 
— D U D L E Y — 

FOUNDRY REQUISITES
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FURNACES AND HANDLING PLANT, 
GAS PRODUCERS. COKE OVENS, GAS 
WORKS PLANT, DRESSLER TUNNEL 

KILNS AND REFRACTORIES.

GIBBONS BROS. LTD. DIBDALE WORKS, DUDLEY, WORCS.
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A  S t& K e  - b Ja C iiv m Jc  a id  to  J 'o u u c fr v y jK e tc

PARTING FLUID

C U T  /
G f

j ? —  •  H I G H E R  O U T P U T

M  • B E T T E R  M O U L D S  

M  « 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 I C  

W  •  P E R F E C T  P A T T E R N  S T R I P  

•  PATTERN HEATING UNNECESSARY.

GIVE YOUR PATTERNS AND CORE BOXES THE WONSOVER NOW

MOULDIN
C O S T S . . .

STOME-WAILILWOK
yiMiinriip.isz victoria street. London.s.w.i mromm

( Incorporating The Coleman Foundry Equipment Co., Ltd .)
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Apply to:

CORE T U R N O V ER  
AND DRAW  

M ACHINE
(C o re  H and  R am m ed)

This machine, the first of its kind to 
be installed is illustrated by kind 
permission of the Argus Foundry, 
Thornliebank, Glasgow.

Points to n o te !
1. Turn over and core drawn— 

Draw 14 in.
2. Maximum box 6 ft. long for 

turning over. Power turn over 
—oil pattern draw.

3. Self aligning clamping head 
which swings clear allowing core 
to be removed by two men.

W rite  fo r fu lle r  pa rticu la rs to

N I T S H I L L ,  G L A S G O W

N O R W E G I A N
Low Phosphorus and 

Sulphur contents

used for

9 U N F O R D  a  E L L I O T T  ( S H E F F I E L D )  L I M I T E D  • A t t e r c l i f f e  W h a r f  W o r k s ,  S h e f f i e l d ,  » .  
T ele .: SH EFFIELD  41121 (4 liner) • Telesrem s: B L O O M S , S H E F F IE L D

High duty Castings, 

Cylinders,

Rings,

Rolls, etc., and in 

Open-Hearth and 

Electric Steel Making
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! »

H I L L M A N  W O R K S  G L O V E S

& A.  H I L L M A N  L T D . ,  D U D L E Y ,  W O R C S .
O I L S E A L S :  B E L T I N G S  A N D  A L L  C L A S S , E S  OF  L E A T H E R :  
L E A T H E R  W O R K  A N D  F A B R I C  F O R  I N D U S T R I A L  U S E

S. H. HEYWOOD & CO. LTD., REDDISH, STOCKPORT
T e le p h o n e : H E A to n  M o o r2 2 6 4 (2 lln e s )  T c le g ra m s :'C ra n e s  R e d d ish ,’ S to ck p o rt

London O ffice : 44/45 Tower H ill , E .C .3  
Te lephone : Royal 1461 Te leg ra m s: ‘ M o r im il,’ A id ., London

“Beginning its 6 day journey to London 
is a plate o f glass which will become the 
biggest window in the world. Made by 
Pilkingtons, S t. Helens, it is 50 f t .  long 
and is fo r  the Power and Production 
Pavilion at the Festival o f Britain 
Exhibition. A  second one was carried in 
case o f an accident.”

This news item  from the Manchester 
Evening News spotlights yet another 
lifting job successfully handled by a 
Heywood crane. The difficulties were 
foreseen when the spare plate o f  glass 
was made, and the installation - at the 
Festival o f  the original glass reflects great 
credit on all concerned—and not least, 
on Kevwood cranes.

dm  SH48

also A P R O N S ,  H A N D  L E A T H E R S  
A N D  P R O T E C T I V E  C O V E R I N G S .
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Air Compressors by

A I R  P U M P S  L T D .LONDON
CENTRAL SALES OFFICE. CLOSE Tt'-tpKen* : CutiNiJ 7IHI C«b<«i t '<

Pneumatic Tools by

ARMSTRONG WHITWORTH& CO. (Pntumitlc Toolt) LTD
WORKS. GATESHEAD-ON.TYNE. ENGLANO _ "CLOSEWORK“ Gittth«»<l-on.Trnt.

‘NEW STAD’ PATENT MOULD DRIERS

Mechanised Skin Drying Skin or Complete Drying
Obviates stoving of moulds ¡continuous operation without attendance, 

clean and uniform drying.
So/e Suppliers :

MODERN FURNACES & STOVES LTD.
Booth S treet * H andsworth * Birmingham, 21
Telephone SMEthwick 1591 & 1592 Telegrams MOFUSTOLIM, B’ham 21.
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Castings made from these irons have 
greater density and toughness. You 
will have fewer rejections —greater 
freedom from cracks, breaks and other

SPECIAL NICKEL & CHROME ALLOYS
Hand Samples on Request«

W EST M

The Thermo-couple shown Is used with a 
portable temperature Indicator Type P.I.7. 
and by means of our precious metal 
thermo-couple Is capable of measuring cast 
Iron and steel temperatures up to l,600°C.

R E P L A C E A B L E  
P R O T E C T S  D 

T H E R M O - C O U P L E ETHER LTD

R egistered  Office : LLOYDS BANK CHAMBERS, W A LSA LL Telephone 2131
V.'orhs : MILLFIELDS ROAD. BILSTON T e l r ^ r - .  eiOCO

ETHER Molten Metal Pyrometers
with the Protected Thermo-couple
This thermo-couple, which is protected from contact w ith the Molten 
Metal by a special refractory metal sheath, can be applied to many types 
of Indicator and provides the solution to the most difficult problems of 
non-ferrous molten metal temperature measurement.
Tem perature measurements of molten metal up to l,400°C . are given 
quickly and accurately and new couples can be fitted to the instrument 
in a few minutes.

TY B U R N  RO AD
T E L E P H O N E

ER D IN G TO N
E A S T  0276/7

SEND FOR 
LIST No.

146
BIRM IN GHAM , 24
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CUPOLAS -  CUPOLETTES
J

HOT METAL RECEIVERS

CHARGING MACHINES 
•

STEEL CONVERTERS
e

GEARED LADLE HOISTS

LA D LES-A LL  TYPES 
o

CORE SAND MIXERS 
•

CORE MAKING MACHINES

TUMBLING BARRELS

PIG IRON BREAKING
MACHINES

ETC ., ETC

E. A. ROPER & CO.
FO UN DRY PLAN T EN G IN EER S

K E IG H L E Y , Y O R K S

Phone: 4215-6 
Grams: CLIMAX

A ROPER INSTALLATION

Photographed by k in d  p e rm iss io n  o l M essrs. Prince-Sm icn and S te lls , L td ., K e ig h ley .

NOTE FEATURES OF RECEIVER ILLU STR A TED - FILLS AND POURS SIMUL
TAN EO U SLY-EN SU RES CONTINUOUS FLOW OF METAL TO  LA D LE S -  

RETAINS SLAG—FACILITATES MIXING.

t e l e p h o n e  BOXMAG WORKS • BOND STREET, t e l e g r a m s  
CEN-5391/2 B I R M I N G H A M  * 1 9  "BOIMAG-BHiM

i l H  W ]

A N D
M A G N E T I C  S E P A R A T O R S

Electric and perm anent
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FO U N D R Y  FA C IN G S FO U N D R Y  FU RN ISH IN G S

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  

F O R
D R Y SA N D  M O U LD S  
A N D  C O R E W A S H

W* GUMMING & C® UP
G LA S G O W  F A L K IR K  C H ESTERFIELD

D EEPFIELD S near B ILSTO N  

& M ID D LESBRO U G H



FO U N D R Y  T R A D E  JO U R N A L JUNE 7, J951

Iron, Steel and Brass 
Foundry Melting Equip
ments are our Speciality

I ton T ru c k  w ith  fixed  
platform .

20-30 cw t. T ra c to r  w ith  
tra ile r.

make the

2 ton T ru c k  w ith  elevating  
platform .

Fo rk lift  20 handling  
forgings.

Truck for

CUPOLAS, STEEL CONVERTERS. CRUCIBLE 
AND NON-CRUCIBLE FURNACES, CUPOLA 
CHARGING MACHINES, HOISTS, MOTOR
FANS, LADLES, SAND MILLS AND SIFTERS, 
RUMBLERS, PIG IRON BREAKING MACHINES, 

ROTARY CORE MACHINES, ETC.

G EO R G E G REEN  &  CO.
Foundry Equipment Engineers & Contractors

KEIGH LEY, YORKSHIRE.
(Established 1900)

T a le g rtm u  t “  C u p o ra ,”  K e ig h ley . Telepho ne» 2518 K e ig h le y .

C ra n e  T ru c k — carries  l£  tons. Fo rk lift  20 unloading rail
Lifts {  ton loads. trucks.

the «fob
No two factories are alike. Ransomes have been 
building Electric Battery Trucks to suit differing 
problems for 35 years — lifting, travelling, handling 
and negotiating confined spaces, with loads of all 
shapes, sizes and weights. Ransomes Electric Fork 
Trucks with their smooth, rapid lifting, turning and 
travelling are superb descendants of this long line 

of fine trucks and tractors.
L et our Technical R epresentative advise yo u  on you r  

interior transport problems.

RANSOMES SIMS & JEFFERIES LTD.
ORW ELL W ORKS. IPSW ICH, Phone IPSW ICH 2201 (« lines).

P u b li s h e d  b y  t h e  P r o p r ie to r s ,  I n d u s t r i a l  N c w m n n s ,  L i m i t e d ,  49, W o i l in g to n  S tr e e t ,  S tr a n d , L o n d o n , W .CL2, a n d  P r in te d  
in  G r e a t  B r i t a in  b y  H a r r i s o n  &  S o n s ,  L t d . ,  P r in te r s  t o  H i s  M a j e s t y  T h e  K in g ,  L o n d o n , H a y e s  (M id d x )  a n d  H ig h  W y c o m b e .
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S in g le  C o p y , 9d. By Post, 
I Id . A n n u a l Subscrip*  
cio n , H o m e 40/-, Abroad  

*45/- (Prep a id )

I p j T 3 B B P p T I far A W  H

V O L . 90 WITH WHICH IS INCORPORATED T H E  IR O N  A N D  S T E E L  T R A D E S  J O U R N A L

No. 1814 J U N E  7, I9SI
Registered at the G .P .O . as a N ewspaper O ffices:  49, W ellington S treet, Strand , London, W .C .2

STEWARTS AND LLOYDS LIMITED

G LASGO W , C .I : 41 OSW ALD ST. 
BIRMINGHAM, I :  BROAD ST. CHAMBERS 

LONDON : WINCHESTER HOUSE, OLD BROAD ST., 'E.C.2. 
CARDIFF : HANNAH: STREET, DOCKS 
S H E F F IE L D ,! : 47 B L O N K  S T R E E T  
MANCHESTER. I : 30a LONDON ROAD <

i . , . . ■ .

F L U X IT O L  for Perfect Castings or Ingots 
C U P O L IN E  for Furnace or Cupola Repairs 
EFFIC IEN T service, w ith consultation 
ROBSON REFRACTORIES LIMITED

47, C o n is c l if f e  R o a d , D a r l in g t o n  
'P ho n e : 2441 *G r a m s : C u p o l in e

M M S F / fip  m u w r n
0  PULVERISED  R EA D Y  FOR USE IF REQ U IRED

ALBION (Mansfield) SAND CO.
Prop.: T H O S. W. W ARD LTD.

H e a d  O f f i c e :  A lb io n  W o r k s ,  S H E F F I E L D
T e le p h o n e : Sheffield 2631 I (20  lin e s) M ansfield 371


