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

4 5 /-  (P re p a id )

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

No. 1800 M A R CH  I, 1951
R e g is te re d  a t  the  G .P .O . as a N ew sp a p e r O ff ic e s : 4 9 , W ellin g to n  S t r e e t ,  S t ra n d , London , W .C .2

Mm;

Made from solid-ribbed hot-rolled 

steel sections, reinforced externally 

in just the right places for the 

stresses to be met, Sterling Boxes 

will if necessary resist the roughest 

knockout for the maximum period 

and will last even longer if used 

with a Sterling Shake-Out Machine.

,.v.. -- .• ..y--  ̂ .V ...... ■}. ....

come y o u r  s a n d  u j i t h  a  | g ^ | |
•

I f  Built in England by

v P N E U L E C  LTD ., S M E T H W IC K , N r. B IR M IN G H A M

PRICE’S FIREBRICKS
As used by all the leading Iron and Steelworks 

and Foundries at Home and Abroad 
Manufactured by
J. T. PRICE & C O . LTD ., S T O U R B R ID G E

R O L L E D  S T E E L  M O U L D I N G B OXES



2 FOUNDRY TRADE JOURNAL MARCH I, 1951

Blythe w o r k s  l i m i t e d
C R E S S W E L L  • S T O K E -O N -T R E N T

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

Why do refrigerators 

turn a cold shoulder upon colour ? As colour 

makers with a world-wide reputation and considerable experience 

of colour treatments for vitreous enamels, we cannot but wonder if a false sense of 

logic is behind it all. There is no virtue in the exterior of a refrigerator emulating 

its inside. After all, a cheerful colourful refrigerator is no less efficient, or hygienic, 

and it is just as easy to keep clean. If refrigerators were allowed to perform their cold 

duties cheerfully, we are convinced that buyers would welcome them all the more warmly.

'

COLOUR SELLS
m
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The economic advantages of cupola melting can 
be combined with the physical qualities of iron 
melted in an electric furnace by installing a Birlec 
Lectromelt forehearth or conditioning unit.
The forehearth, essentially a simplified melting 
furnace, may be of the stationary (above) or 
tilting (below) type. Some advantages of this 
“ duplex”  arrangement are . . . close control of 
casting temperature . . . variety of accurate alloy 
compositions from a standard cupola metal . . . 
hot metal in the casting shop, possibly remote 
from the melting furnaces, thus eliminating 
pigging and remelting.
For fu lle r  p a rt icu la rs  w rite  fo r  leaflet No. 55a.

In A u st ra lia : B irlec  L td ., Sydney, N .S .W .

E L E C T R I C  F U R N A C E S

SM/B.299b

A

B I R L E C  L I M I T E D
ERDINGTON • BIRMINGHAM 24
P h o n e : EAST 1471 (9  lines) • G ra m s : B irlec , P h o n e , B 'ham
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A well-lit factory, workshop or office 
makes all the difference to the quality 
and quantity of the output, and to the 
safety and comfort of the workers. 
T hat’s why managements specify 
MAZDA shadowless fluorescent 
lighting. It is one of their most

Illustrated here is one 
o f several types of 
M A Z D A  fluorescent 
lighting fittings for 
use in factories

p r o f i ta b le  in v e s tm e n ts . F o r 
productivity is increased. Opera
tives are pleased. Accidents and 
spoils are cut. So are lighting 
costs. For expert advice on any 
lighting problem, please consult your 
nearest B T H  office.

outsh in ing  light
M A ZD A  LAM PS A N D  L IG H T IN G  E Q U IP M E N T

Made in England by Leaders in Lighting

T he B ritish -T h o m so n -H o u s to n  C o . L td ., L on d o n , W .C .2 . Mem ber o f  the A .E .I. Croup o f Companies

M AZDA makes light work of it !

M429;



FIRST GLASS CORES WITH FOUNDRY SAND
A new chapter in foundry technique

FO R D A T H  “ M U L T I P L U N G E R ”  C O R E  M ACHINE
(P A T E N T  A P P L IE D  F O R )

march l, 1951 FOUNDRY TRADE JOURNAL 5

When, 25 years ago, Fordath introduced the Multiple Rotary Core Machines an outstanding advance was 
made on anything then known. Through the years these machines have been steadily improved and to-day 
many thousands are giving sterling service in all parts o f the world.

But Fordath does not stand still. In  the newly designed core extruder, plunger action is used, instead of 
a rotating worm, to thrust the core-mix through the multiple die. T he pressure thus developed has an 
economic as well as a technical advantage:

* Quality and consistency of the core-sand mixture are NOT critical factors. The Multiplunger zvill extrude 
satisfactorily even when poor quality core sands only are available; cores can, i f  necessary, be extruded using 
facing sand or plain red moulding sand.

Optimum rate o f feed is maintained automatically by the gear-driven synchronized rotating blades which 
impel a full charge o f sand in front o f each plunger.

T he end-piece of the main hopper chamber can be swung clear on its hinges giving easy access for clean
ing and changing the dies.

r a n g e .  Dies can be supplied for cores o f any diameter I cores produced varying with the diameters. Cores of sizes
between and 3' .  T en i ’ cores are produced simultane- over i [" arc produced singly.
ously  and all dies u p  to i j '  are multiple, th e  number of I v e n t in g .  Cores are automatically vented.

FORDATH
at the core of good work in the foundry

Fordath “M ult ¡plunger*’ Core Machine, showing extruded cores M ain hopper chamber, showing plungers

MAKERS
Prices and details from  :

t h e  f o r d a t h  e n g i n e e r i n g  co. l t d .  Hamblet Works, West Bromwich, Staffs. 
t e l  : IVest Bromwich 0549, 0540, 1692. t e l e g r a m s  : Metallical, West Bromwich
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APRIL 30—MAY 11 
CASTLE BROMWICH 

BIRMINGHAM
^ m n a s n n n K

S T A N D  D . 322.

F .E .2  A N D  F.E.3 H Y D R A U LIC  M O U L D IN G  M A C H IN ES IN 

C O N T IN U O U S  C A S T IN G  PL A N T  (FO R  M A N U F A C T U R E  O F 

ELE C TR IC A L FIT T IN G S )

TH ESE M A C H IN ES ARE AVAILABLE FOR BO X  SIZES UP T O  

3 9 ln . by 2 9 ln . TH EY ARE PA RT O F  O U R  CO M PR E H EN SIV E 

R A N G E W H IC H  CA TER S FOR M O ST R E Q U IR E M E N TS—  

PN E U M A T IC  A N D  H Y D R A U LIC  TY PES— R O LLO V ER S, S T R A IG H T  

S Q U E E Z E , JO L T  SQ U E E Z E , PA TTE R N  D R A W IN G  & STR IPPIN G  

M A C H IN E S— H A N D  A N D  M O U L D IN G  M A C H IN E S, ETC.
F.E.4 M A C H IN E  (FRONT)

F O U N D R Y  E Q U I P M E N T  LTD
LEIGHTON BUZZARD, BEDFORDSHIRE, ENGLAND.
P H O N E :  L E I G H T O N  B U Z Z A R D  2 2 0 i - 7 .  G R A M S :  ‘ E Q U I P M E N T '  L E I G H T O N  B U Z Z A R D
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Link-type clamp with eccentric 
bush for quick and positive lock- 

action.
Clamps will fit all "  Paget "  

Boxes of similar depth.

GENERAL P U R P O S E

M O U L D IN G  B O X E S

1 Wide flange fo r  maximum sand 
support and good joint-faces.

2 Deep lateral swaging fo r  wall 
and corner rigidity.

3 Ribs slotted and notched at 
joint-face edges, fo r  sand-keying. 
All ribs are removable and adjustable 
up to 3 i in.

4 \  in. diameter ground-finished 
locating-pins, in removable hardened 
steel bushes.

5 1 in. diameter handles, located on
lateral centre-line o f  each box to 
standardise clamps fo r  boxes o f  
similar depth.

T h e  “ P A G E T ” M oulding Box is an im portant new contribution 
to Foundry equipm ent, designed after full consideration o f present- 
day needs and combines great adaptability  with a high degree of 
accuracy. All ribs and stays are adjustable and removable, and 
frame and ribs are designed for maximum sand-keying. Accuracy 
o f locating-pin centres is constant, and the quick-action clamps give 
absolutely positive locking. The Box is light yet very strong; the 
frame is a one-piece pressed steel section, and frame, ribs and stays 
are deep-swaged for extra rigidity.

A range o f forty-two standard sizes is available, from 1 ft. square 
upwards and from 3 in. to 10 in. in depth, for which parts, standard
ised to strict limits, are interchangeable. Special boxes can be 
made for individual needs, to which alternative ribs can subsequently 
be fitted when required.
“ P A G E T ” M A C H IN E  M O U L D IN G  B O X E S .  These are 
similar to the General Purpose Box, with narrow er flanges, one-piece 
“ grip ” type handle, and  clam p fitting on spigots. Ribs and stays 
are not fitted as standard.

B R A I N T R E E  R O A D  - S O U T H  R U I S L I P  - M I D D L E S E X
R U I S L I P  «011
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NEW  DUST EXHAUST SYSTEM 
MAKES SW ING FRAME GRINDER NEW S

Complies with Home 
Office Deputations by 
Exhaustiny Dust to 
outer
atm osphere - . .

PATENTS PENDING

Research established that the light 
dust which clings to the periphery 
o f the wheel and envelopes the 
operator, can only be prevented by 
exhausting a large volume of air 
from an area as close as possible to 
the line of contact of wheel and 
casting ; this cannot be achieved by 
external dust exhaust systems.

I N T E R N A L  
D U S T  E X H A U S T

A spark deflector in the new Luke & 
Spencer i 6in. G rinder, deflects all 
heavy swarf on to the ground behind 
the casting; where i t  settles and 
does no t pollute the air. T he  light 
dust is sucked through the main duct 
and passes up the flexible tubing.
(fig- I)

FIG. 2

T h e  baffle plate B. (fig. 2) deflects 
sparks and dust being carried round 
by the natural draught from the 
wheel into the main duct.

T W O  SPEED D RIVE  
A N D  SA FETY DEVICE

T o prevent the wheels losing their 
efficiency when the speed falls below

fig . 3

Q U I C K
W H E E L  C H A N G E

T he wheel head and spindle are 
designed to enable new wheels to be 
m ounted w ithout exposing the bear
ings to abrasive grit, etc. A hinged 
door w ith captive screws enables the 
wheel to be changed in the m inimum 

. o f time.

F U R T H E R  IN F O R M A T IO N  
A B O U T THIS M ACH IN E from  
T H E SOLE M A N U FA CTU R ER S

LU K E  & SPEN CER LTD
Viaduct W orks, Broadheath, 

M AN CHESTER

Tel: Altrincham 3281 (3 lines) 
Grams: “ Emery ” Altrincham

S T O P  P R E S s / . .
As the only grinding machine 

manufacturers in  the country who 
manufacture wheels and machines 
we are particularly well suited to 
handle your wheel problems.

FIG . I

an economical level, a two speed 
drive is incorporated.

T o  provide a simple m ethod of 
changing speed, a quick release 
mechanism is included in  the m otor 
head. A door in the belt guard 
provides easy access to the driving 
belts.

T he belts cannot be moved across to 
give the faster speed until the baffle 
plate B. (fig. 2) is moved over a pre
determ ined distance. As the diameter 
o f the wheel controls this distance 
overspeeding o f  the wheel is impossible.

A B R A S I V E  W H E E L
B O R O L IT E  Rcsinoid Bonded High 
Speed Abrasive W heels are fitted to 
the machine. T hese wheels, m an
ufactured by Luke & Spencer, run 
at 9,000 surface feet per m inute 
(nearly twice the speed o f the 
vitrified wheel), give tremendous 
rates of production and are ideally 
suited for the rapid snagging o f iron, 
steel and non-ferrous castings and 
forgings, as well as for rectifying 
high speed and alloy steel billets.
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P ro g ress en d  E ffic ie n c y

K o R D e K
W O R K

K o r d e K  O K o r d e K  ü Q & K o r d o L
G. B. K O R D E K  a n d  G . B. K O R D O L a re  m a n u fa ctu re d  u n der B r it ish  le t te rs  p a ten t N o s . S I5 4 7 0 , 543202

The Parson Steam  Turbine has a perm anent 
place in the British Engineering tradition and 
in com m on w ith o ther great inventions, it 
has contributed to our prestige throughout the 
world. In  the forefront o f engineering estab
lishments, Messrs. C. A. Parsons & Co., Ltd., 
Newcastle-on-Tyne, now operate in a  new 
Foundry  o f  impressive size where every 
m odern device o f  m echanisation will function 
consistent w ith an organisation engaged in 
the production  o f castings ranging in weight 
from  a  few ounces to  m any tons.

W ork  o f very exacting quality is essential 
where castings are required to w ithstand high 
pressure and  the craftsm anship engaged in 
Turbine W ork is o f the highest order.

M aterials employed in m ould and core 
preparation  are carefully selected for their 
efficiency and  it is a tribute to  m erit when 
selection is made.

In  all cored w ork done in this Foundry, 
G. B. K O R D O L  is employed and  this p roo f 
o f  efficiency is the hall-m ark o f high quality.

We are greatly in
debted to Messrs. 
C. A. Parsons & Co., 
Ltd., fo r  permission 
to reproduce this 
photograph showing 
a core in segmented 
sections fo r  the end 
plate o f  a Stator.

CORN PRODUCTS CO. LTD., WELLINGTON 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 .  N E W C A S T L E .  A N D  P A I S L E Y

A member o f the Brown & Poison Group
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BEMCO 
BRIQUETTED 
ALLOYS

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.

BRITISH ELECTRO METALLURGICAL COMPANY LTD.
WINCOBANK SHEFFIELD ENGLAND

T elep hone: ROTHERHAM 4836 T elegram s: “BEMCO'' SHEFFIELD

Technical literature describing the use of Bemco 
Briquettes is available on request.
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“Broomwade” Compressors 
ensure Trouble-Free Service, Highest Efficiency 

and Long Life

• T u n P
TOX 2-Stage Oouble-hctmgAir Compressor

B R io s d m

Ai r  Com pressors and Pneumatic Tools  

RROOM A  W AD E LIM ITED * HIG H  WYCOMBE • BUCK S
P I I O . V E :  I I I « I I  W V C O J I B E  J t « 3 0  C8 1 i u c » >  G R A M S :  « R O O M ,  H I G H  W Y C O M B E

This Two-Stage, Type TS2X Air Compressor 
embodies up-to-date improvements resulting 
from a long and specialised Compressed Air 
Engineering experience. A world-wide demand 
for “ BROOMWADE” Compressors testifies 
to the excellent design and performance of 
these units.

The maximum working pressure of the 
Type TS2X is 120 lbs per sq. in., running 
at 420 r.p.rn., 965 cu. ft. o f free air being 
delivered per minute. The unit is fitted with 
a vertical Intercooler o f the multiple-tubc 
type, “ Broomwade” Multi-port Low Lift Plate 
type Automatic Valves, and Balanced Suction 
Regulator to Air Inlet. Cylinders are lubricated 
by a mechanically operated sight-feed lubri
cator driven from the crankshaft.

Crankshaft journals, connecting rod ends 
and guides are force-lubricated by a  valveless 
plunger pump from an eccentric on crankshaft.

WHAT’S IIV A NAME?
“B room w ade” represents the best in 
Compressed Air E ngineering. G overnm ent 
D epartm ents, P u blic  B odies and Indus
trialists specify  “ B room w ade” after 
exh au stive  tests.

B
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THE BRITISH OXYGEN CO LTD L O N D O N  
A N D  B R A N C H E S

T H A N K S  TO

0 X Y - A C E T Y L E 1NE

W E L D I N G

In a world of difficulties, delays and unobtainable replacements, a speedy,
efficient repair service is the only way to keep production flowing. Few are the repairs which 
cannot be tackled by the manifold oxy-acetylene processes such as welding, brazing, cutting and 
gouging and their many applications developed by The British Oxygen Company. The side 
frame of the textile loom illustrated here is an example of a speedy repair by oxy-acetylene 
welding, and indicates one of the many ways by which B.O.C. processes minimise delay and 
reduce maintenance costs.
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UJm.ASKE &C9 LTJ?
B A L T IS E E D

pWJ
VICTORIA UJORKS*UJATERSIDE

H A L I F A X *  Telephones: Halifax 60661/2

Scottish Representatives; W.H. W c.KEN ZlE 6-C9 28-R O Y A L  W  EXCHANGE SQUARE, GLASGOW C.l. Tel: Glasgow Central 5670

Full d e ta ils  and d e sc rip tiv e  l i te r a tu re  
will gladly  be s e n t on re q u e s t  to  all 
in te re s te d  in d ep en d ab le  foundry  
m a te r ia ls .

S m O O T A J  S U R F A C E S  

A R E  A T T R A C T /V E . .

W henever a notice says ‘W et Paint', ail fingers itch to test it. Just as every 
smooth, clean surface holds magnetic attraction—from a rosy apple to an Aphro
dite in sculptured calm ; or from a calipered gun-barrel to a Baltiseed casting.

You see ? W e had to bring it in, because Baltiseed and smooth surfaces are 
part and counterpart of flawless planes : planes that need no futher planing (or 
very little ), that shine instantly under quiet caressing in the finishing shop.

ASTO N ISH IN G  STUFF, TH IS BALTISEED

CORE BINDERS
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Continuity of supply 

and delivery on time are 

assured by the 

manufacture with all-British 

materials of Beetle W.20.

This newest core-binding

resin is already used

for large-scale production work

in many foundries to

speed production and simplify

the task of making

intricately-cored parts.

F O L L O W I N G  A R E  D E T A I L S  

F R O M  T H E  B E E T L E  W . 2 0  

D A T A  S H E E T : —

G o o d  dry  streng th— green bo n d  agents 
are  easily ad d ed  to  im p art the required  
green strength .

Low er viscosity— easy to  handle.

Q uicker stoving— considerab le  la titude  
in stoving tem pera tu res is possible.

T o ta l gas evo lu tion  during  pouring  is 
less th an  usual.

O dour reduced  to  a  m inim um .

K nock -ou t p roperties exceptionally  
good.

Perm eability  o f  cores n o t affected.

Write fo r  Technical Leaflet C .B.I, containing fu ll details o f  Beetle Resin W.20 fo r  foundry work. 

B E E T L E  B O N D  L T D . ,  1 Argyll Street, London, W .l

* B E E T L E ” is a trade m ark registered in Great Britain and most countries of the world.
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CAUSTIC SODA 
for 
De-Enamelling

Enam

F o r  advice on the most efficient w ay to 
de-enamel m etal, consult—

D .E.3

IMPERIAL C H EM IC A L IN D U STRIES  LIMITED, L O N D O N , S.W.I
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| A p g f
$  — anc* driving a real full-sized

™ Jones M obile Crane is just as easy. M any of 

the drivers who are skilfully operating theni 

today had no previous experience of handling a 

mobile crane until they “ had a go ” on a Jones. In fact, the

controls are so simple that half an hour’s instruction is ample for the average “ learner ” .

M ay we show you how a Jones M obile Crane would save you  time, money, and labour?

D is tr ib u ted  in U .K . by :

G EO RG E CO H EN  SONS & CO. LTD  • W O O D  L A N E  • LO N D O N  • W . 12

E xp o rte d  by th e ir A sso c ia tes  :

•JDERS & EN G IN EER S LTD.
B r ita in 's  La rg e st M a n u fa ctu re rs  o f  M ob ile  C ranes

r r n ii p K  & L S T EELFO U N D ER S  & EN G IN EER S LTD . • L E T C H W O R T H  • H ERTS
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M E C H A N I S A T I O N  B E G I N S  W I T H
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?o r  S p e c ia l A p p lic a tio n s

STEIN
SILLIM ANITE

STEIN
73

STEIN
M ULLITE

Alum ina Content

Refractoriness

After - Contraction  
2  hrs. at 1500° C.

Spalling R esistance

Cold Crushing 
Strength  
lbs./sq . in.

61/62%
Seger cone 

36=1790° C.

73%
Seger cone 

38=1850° C.
Seger cone 

38=1850° C.

Excellent Moderate Excellent

IVc shall he g la d  to  discuss with you  rite application  
o f  these refractories to  you r furnaces.

JOHN G. STEIN & C? L n d

R O Y Il  LONDON HOUSE • FINSBURY SQUARE • L O N D O N  E . C . 2
Telephon 3 8 7 1 * 2 * 3 - 4  *  5  Ttltgnms. “ S T i R N O U M .  P H O N E , LO N D O N

«ORE RA PID  DRYING AND HIGHER PERMEABILITY IN  CORES. 
IN CORES. MORE RA PID  DRYING AND HIGHER PERHEABILI' 
PERMEABILITY IN  CORES. MORE RAPID DRYING AND 
AND HIGHER PERMEABILITY IN  CORES. . MORE RA.
RAPID DRYING AND HIGHER PERMEABILITY IN  Cl 
CORES. MORE RAPID-DRYING AND HIGHER PE; 
PERMEABILITY IN CORES. MORE RAPID DR 
MID-HIGHER PERMEABILITY IN  CORES. M 
RAPID DRYING AND HIGHER PERMEABILITY 
CORES.' ■ MORE. RAPID DRYING AND HIGHE:
PERMEABILITY IN  CORES. MORE RAPID  
AND HIGHER PERMEABILITY IN  CORES.
RAPID DRYING AND HIGHER PERMEABILIT,
CORES. MORE RAPID DRYING AND HIO:
• THIS COUPON

P in n ed  to y o u r  le tte rh e a d  a n d  p o s te d  to 

S te r n o l L td . (F o u n d ry  D ep t.) R o ya l L o n d o n  

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

w ill  b r in g  yo u  fu l l  d e ta ils  o f “ S te r n o c o r e ** 

h ig h  e ffic ie n c y  o ils , c re a m s , c o m p o u n d s .

I)
I
l!Y IS  
|E R
i> DRYIÏ 
I MORE 
Y  IN  CORES

MORE RAPID DRYING AND HIGHER PERMEABILT 
MORE RAPID DRYING AND HIGHE 

IN  CORES. MORE RAPID DRY 
'" A B IL IT Y  IN  CORES. MORE 

"GHER .PERMEABILITY IN  
SPYING  AND HIGHER P 

A. MORE RAPID DRY 
CORES. MOR' 

RMEABILITY IN  
AND HIGHER P 
IRE-RAPID DRY 
.CORES. MORE 

IL IT Y  IN  
ND HIGHER P 

RAPID D R Í  
O RES. MORE 
A B IL IT Y  IN  

AND HIGHER S  
ORE RAPID DRY; 

E N  CORES. MORÍ 
■^PER M EA BILITY  IN' 

— .AÍING AND HIGHER H 
MORE RAPID DRY| 

Í L I T Y  IN CORES. MOR 
HIGHER PERMEABILITY_JN¡

r Stetnoi
S t e u i o m e

HIGH EFFICIENCY 
CORE OILS. CREAMS
k  C O M P O U N D S

' Oetoifs from

Stmoi
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I N D E X  T O  A D V E R T I S E R S
P a g e  N o s .

Adaptable Moulding Machine Co., L td.
Aerograph Co., L td ........................
Alar, Ltd. ............................
Albion Pulverising Co., Ltd.
Alldays A Onions, Ltd.
Alley A MacLellan, Ltd.
Aluminium Union, Ltd.
Allied Ironfounders, Ltd.
Anderson Grice Co., Ltd.
Anglardla, L td ................................
Armstrong Whitworth <fc Co. (Iron 

founders), L td.. Sir W. G.
Aron Foundry Equipment 
Asea Electric, Ltd.
Askc, Win., <ft Co., Ltd.
Associated Lead Manufacturers 
Atlas Preservative Co., Ltd.
August’s, L td ...................................
Badische Maschinenfabrik A. G.
Bullies, C. J . <fe Co. Ltd.
Ballard, F . J ., A Co., Ltd.
Beakbane, Hy., A Co....................
Beck H. & Son L td ........................
Beetle Bond, Ltd.
Berk, F . W., A Co., Ltd.
Big wood, J .,  & Son Ltd.
BUston Stove (ft Steel Truck Co., L td.
Birlec, L td. ............................
Blythe Colour Works, Ltd.
Bradley A Foster, Ltd.
Bridges, S. N., (ft Co., Ltd.
Brlghtside Foundry A Engineering Co

Ltd.................................................
British Aero Components, L td . . . 
B ritish Electrical Development Assoc 
British Electro Metallurgical Co., Ltd 
British Foündry Units, Ltd.
British Mouiding Machine Co., Ltd. 
British Oxygen Co., Ltd.
British Plgirons, Ltd.
British Railways
British Ronceray, L td .............................
British Shotblast A Engineering Co

Ltd.................................................
British Thomson-Houston Co., Ltd. 
British Tyre A Rubber Co., Ltd.
British Wedge Wire Co., L td . . .
Broom A Wade, Ltd.
BuIIowb, Alfred, A Sons, L td . . .  
Butterworth Bros.

50

Carborundum Co., L td ..................
Carlisle, E. A.
Cellactite A British Ural i te  Ltd. 
Chamberlain Industries, L td. . .  
Chance Bros., Ltd.
Climax Molybdenum Company

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

Ltd.................................................
Cohen, Geo., Sons A Co., L td. . .  10
Coleman Foundry Equipment Co., LU 
Consolidated Pneumatic Tool Co., Ltc 
Constructional Engineering Co., Ltd. 
Copper Development Association
Core Oils, L td..................................
Corn Products Co., Ltd.
Crockett Lowe, Ltd.
Crooke A Co., Ltd.
Cumming, W m., A Co., L td. . .  
Cuxöon, Gerrard, <fe Co., L td. . .

Davidson <ft Co., Ltd.
De La Rue (ft Co., L td., Thomas 
Dunford (ft Elliott, Ltd.
Dunlop Rubber Co., Ltd.
Durrans, James, A Sons, L td. . .

Easton A Johnson, L id .. .
Electric Furnace Co., Ltd. 
Electromagnets, Ltd.
Enamelled Iron A Steel Products Co.
Ether, Ltd. ............................
Evans, Stanley N.
Eyre Smelting Co., Ltd.

F . A M. Supplies, L td. . .
FLsher Foundries, L td ...
Flextol Engineering Co., L td. . .  
Fordath Engineering Co., L td . . .  
Foundry Equipment, Ltd.
Foundry Mechanisations (Baillot), Ltd 
Foundry P lant A Machinery, Ltd. 
Foundry Services, L td ..................

40

13

20

12

48

3
2

10
31
17
14

4

11

36

A 28

37
47

49

39

20
36

47

P a g e
Foxboro-Yoxall L td ......................
Fullers’ E arth  Union, L td., The 
Gadd, Thos.
General Electric Co., Ltd.
General Metallurgical A Chemical, Ltd 
General Refractories, Ltd.
Gibbons Bros., L td ........................
Glenboig Union Fireclay Co., L td. 
Godfrey, Sir Geo., A Partners, Ltd. 
Greatrex, John, A Son 
Green, Geo., A Co.
Grove Painting A Decorating Co., LU 
Guest, Keen, Baldwins Iron A Steel Co 

Ltd......................................................
Harborough Construction Co., Ltd. 
Hargraves Bros.
Harper, Wm., Son A Co. (Willenhall

Ltd................................................
Hawkins, W. T., A Co..................
Hepburn Conveyor Co., L td. . .  
Herbert, Alfred, Ltd.
Hey wood, S. H., L td .....................
Hlll-Jones, Thomas, Ltd.
Hillman, J . A A., L td ...................
Hills (West Bromwich), Ltd. . .  
Holman Bros., Ltd.
Hooker, W. J ., L td ........................
Ilford, Ltd. ............................
Imperial Chemical Industries, Ltd. 
Incandescent H eat Co., Ltd. 
International Mcchanite Metal Co., LU 
Jackman, J .  W., A Co., L td. . .
Jacks, Wm., A Co., Ltd.
Jeffrey A Co. Ltd.
Keith Blackman. Ltd.
King Bros. (Stourbridge), Ltd.
King, Geo. W., L td ........................
Kodak, L td ......................................

N O S.

47

41
23

20
45

36
42

25

Laidlaw, Drew A Co., Ltd.
Lambeth A Co. (Liverpool), Ltd.
Lees, Hall A Sons, Ltd.
Lennox Foundry Co., Ltd.
Levy, B., A Co................................
Lord, E. S., Ltd.
Luke A Spencer, Ltd.
Lyte Ladd« rs. Ltd.........................
Lythgoe A d am ..

Macdonald, John, A Co. (Pneumatic
Tools), L td...................................

Macdonald, John, A Son 
Mncnab A Co., LU1.
Major, Robinson, A Co., Ltd. . .  
Mansfield Standard Sand Co., Ltd. 
Marco Conveyor A Engineering Co., Lt 
Marsden A Bateson, Ltd.
Matterson, Ltd.
Ma vor A Coulson, Ltd. . .
May, J . H
Metaleciric FumacesLtd. 
Metropolitan-Vlckers Electrical Co., Ltd 
Midland Tar Distillers, Ltd.
Mining A Chemical Products, Ltd. 
Mirrlees Watson Co., Ltd.
Mitchells Emery Wheel Co., Ltd. 
Modern Furnaces A Stoves, Ltd.
Mole, S., A Sons (Green Lane Foundry

Ltd.................................................
Molineux Foundry Equipment, Ltd.
Mond Nickel Co., L td....................
Monometer Manufacturing Co., Ltd. 
Morgan Crucible Co., Ltd.
Morris, B. O., Ltd.
Morris, Herbert, Ltd.
Moss, Wm., A Sons, Ltd.
Muir, Murray A Co., Ltd.
Musgrave A Co., L td.....................

National Savings Committee . .  
Neville, T. C., A Son, Ltd.
New Conveyor Co., Lui.
Newman, Hender A Co., L td. . .
Newton, Victor, LU1......................
Norton Grinding Wheel Co., Ltd.
Orwin, R ., A Son, Ltd.
Paget Engineering Co. (London) Ltd. 
Palmer Tyre, Ltd.
Pantin , A. C.t L td .........................
Parish, J . ,  A Co..............................
Passe, J . F., A Co.

43
30

44

39

46

Patte rn  Equipm ent Co. Ltd. 
Pearson. E. J . A J .. Ltd.
Perry, G., A Sons
Philips Electrical, L td ...................
Phillips, J . W. A C. J .,  Ltd. . .  
Pickerings, Ltd.
Pickford, Holland A Co., L td. . .
P itt, H. S.. A Co., L td ..................
Pneulec, Ltd.
Portway, C., A Son, Ltd.
Precision Press work Co., L td. . .  
Premo Pattern Co., Ltd.
Price, J .  T., A Co., L td.

Ransomes, Sims A Jefferies, Ltd. 
Rapid Magnetic Machines Ltd. 
Reavell A Co., Ltd.
Richardson, It. J ., A Sons, Ltd. 
RIdsdale A Co., Ltd.
Riley Stoker Co., L td ....................
Robson Refractories, Ltd.
Roper, E. A., A Co........................
R o to lift Sales Co.
Round Oak Steel Works, Ltd. . .  
Rowland, F. E ., A Co., Ltd. 
Rownson, Drew A Clydesdale, Ltd. 
Rozalex, Ltd.
Rustless Iron Co., L td ...................

Safety Products L td .....................
Scottish Foundry Supplies Co. . .  
Sheard, Geo. (Congloton), Ltd. 
Sheepbridge Co., Ltd.
Sheffield Smelting Co., L td. 
Sheppard A Sons, Ltd.
Sleber Equipment Co., L td., James 
Sinex Engineering Co., Ltd.
Sklenar Furnaces, L td ..................
Slough Metals, Ltd.
S medley Bros., Ltd.
Smeeton, John A., Ltd.
Smith, Albert, A Co.
Smith A Fawcett, Ltd.
Smith, J . (Keighley), Ltd.
Spencer A Halstead, Ltd.
Spermolin, L td................................
St. George’s Engineers, L td. 
Standard Brick A Sand Co., L td. 
Stansby, W ., A Co., Ltd.
Stanton Ironworks Co., L td., The 
Staveiey Iron A Chemical Co., Ltd. 
Steele A Cowllshaw, Ltd.
Stein A Atkinson, L td ...................
Stein, John G., A Co., Ltd.
Sterling Foundry Specialties, L td. 
Stemol, Ltd.
Stewart and Gray, Ltd.
Stewarts and Lloyds, Ltd.
Stone-Walhvork. LU1.
Sturtevant Engineering C i„  L td. 
Swynnerton Red Moulding Sand

19

P a g e  N o * ;

31
Paterson Hughes Engineering Co., L td . —

Tallis, E ., A Sons, L td. . .
Tangyes, L td .......................
Technically Controlled Castings Grou 
Telsen, Th.
Thomas, G. A R ., L td. . .
Tllghman’s Patent Sand Blast Co., LU 
Traughber F ilter Co., Ltd.
Tyseley Metal Works, Ltd.

United Steel Companies, L td . 
Universal Conveyor Co., Ltd.
Universal Pattern  Co., Ltd.

Vaughan Crane Co., L td.
Vaughans (Hope Works), Ltd.
Victor Products (Wailsend), Ltd. 
Vokes, Ltd.

W alker, I. A I., L td.
Walsall Sandblasting Co., L td .. .
W ard, Thos. W ., L td .....................
Waring Bros........................
W arner A Co., Ltd.
Watsons (Metallurgists), L td . . .  
W ebster A Co. (Sheffield), L td . . .
Wengers, L td ...................................
W est Midland Refining Co., L td . 
Wickman, A. C., L td. . .
Wlggln, Hy., A Co., Ltd.
Wilkins, Campbell A Co., Ltd. 
W inget, Ltd.
Wilson, Alexander (Aberdeen), L td. 
Woodward Bros. A Copelin. L td.

30

I
44

38

50
48

35
45

45
50
44

245

44

18
1

18

34

41

40

46

32

43

36

42
32
38
20

47
39
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HARBOROUGH CONSTRUCTION CO. LTD
T E L :  M AR KET  H A R B O R O U G H  2254M AR KET  H A R B O R O U G H

Sole Export Agents : FOUNDRY SUPPLIERS LTD., 4 RATHBONE PLACE, LONDON, W .I ’Phone: L ANghom 3436

c m d  'u t t i  t c & ï i ô k à f

'  o  E a s y  t o  m ix .  0  N o  D im e n 

s io n a l  d i s t o r t i o n .  ©  

c a n  b e  a i r - d r i e d .  O  L o n g  
s t o r a g e  l i f e .  0  C a n  b e

a p p l i e d  b y  b r u s h i n g  o n  o r  

d i p p in g  t h e  c o r e .  0  N o  r e a c t i o n  in  c o n t a c t  
w i t h  m o l t e n  m e t a l s .
Sam ples and fu ll  d e ta ils  g la d ly  sen t on req u est

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

T e l :  L o n d o n  W a l l  7222 
Sa les  A gents fo r  London and Southern  C o u n t ie s : 
W . J . H O O K E R  L TD ., 4  M idland C re s ..  N .W .3 .

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

G lasg o w , W .4 .

THE C O R E  
IN T H E  C

i^piNT as A^ir
HfflN  OP P R O P

T A L  L IN K  
U C T IO N

VITREOUS ENAMELS

PR EP A R ED  C O L O U R E D  O X ID E S  F O R  
S H E E T  A N D  C A S T  IR O N

LEATH ER*
In all shapes ana sizes,

and for a ll types o f

MOULDING MACHINES 
and FLEXIBLE JOINTS

S e n d  u s  y o u r  e n q u ir ie s2

HENRY BEAKBANE
LIMITED 

The TANNERY,
STOURPORT-ON-SEVERN

CO BALT .
COPPER.
IRON.
M ANGANESE
N IC K EL .
TIN O X ID E . 
ADM1UMS

SILICA.
FELSPAR.
FLUORSPAR,
LIMESPAR.
BARYTES.
PIPECLAY.
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T h e  F O U N D R Y  TR A D E JO U R N A L  is t h e  O fficial O r Ean  o f  th e  
fo llo w in g  :—

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

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

D e a n sg a te , M a n ch e s te r , 3. ’P h o n e  and  'G ra m s  : B lackfriars 6178.

BRANCHES
B irm in g ha m , Coven try and W e st M id la n d s  :  E. R. D u n n in g , 16, Hay 

Lane, M o n k sp a th , S h irley , B irm in g h am . B r is to l and  W est o f  Eng lan d :
A . H a re s , 648 , S ta p le to n  R o a d , B ris to l, 5. E. M id la n d s  :  S. A. H o r to n , 
163, M o rley  R oad , C h a d d e sd o n , D e rb y . L a n c s . :  R. Y eom an , 11, S u m n er 
R oad , S a lfo rd , 6 . L in c s . :  E. R. W a lte r ,  P h .D ., T h e  T ech n ica l C o llege , 
L inco ln . London :  W .  G . M o ch rie , T y se ley  M etal W o rk s ,  L im ited . 
B alfour H o u se , F in sb u ry  P av e m e n t, L o n d o n , E .C .2. M idd lesb rough  :
F. S h e p h e rd , H ead , W rig h ts o n  & C o ., L td ., T e e sd a le  I ro n  W o rk s , 
T h o rn a b y -o n -T e e s . N ew castle-upon-Tyne :  F. R o b in so n , S ir  W . G.
A rm s tro n g  W h itw o r th  & C o . (Iro n fo u n d e rs ) ,  L td ., C lo se  W o rk s , 
G a te sh e a d . Sco ttish  :  J . Bell, 60 , S t. Enoch S q u a re , G lasgow . Sheffie ld  :
J. H . P e a rc e , 31, C au sew ay  H ead  R oad, D o re , Sheffie ld . W a le s  and  
M onm outh :  A . S. W a ll ,  14, Palace A v en u e , Llandaff, C ard iff. W est 
R id in g  o f  Y o rk sh ire  :  H . W . G riff ith s , 46, P e c k o v e r  D riv e , T h o rn b u ry , 
B rad fo rd . South A f r i c a :  S e c re ta rie s , S.E.I.F.S.A., Barclays Bank
Build ings, C r .  C o m m iss io n e r  an d  H a r r is o n  S tre e t ,  J o h a n n esb u rg .

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

to n ,  Lancs. C ape  Town :  S. W a d e ,  P .O . Box 46 , S a lt R iver.
E a s t  A n g lia  :  L. W .  S a n d e rs , Lake and  E llio t, L im ited , B ra in tree ,
Essex. F a lk irk  :  D . F lem ing , R o b e r t  T a y lo r  & C o m p an y , L im ited .
M u lrh a ll F o u n d ry , L a rb e r t .  Slough  :  P. H o esli, L ig h t P ro d u c tio n  C o .,  L td ., 
S lough , B ucks. W est W a le s  :  A . S. W a ll ,  14, P a lace  A v e n u e , Llandaff, 
C a rd iff .

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

L im ited , L e tc h w o rth , H e r ts .  S e c re ta rie s  :  P e a t ,  M a r w ic k ,  M itc h e l l  & 
C o m p an y , 301, G lo sso p  R oad , Sheffie ld , 10. 'P h o n e  and  'G ra m s  : 
B ro o m h ill 63031.

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

B . JacW fon, B .S c ., A .R . I .C . ,  F .I .M ., B ro o m g ro v e  L o d g e , B ro o m - 
g ro v e  R o ad , Sheffie ld  10. 'P h o n e  and  G ram s Sheffield  61235.

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
P re s id e n t :  G . F . M u n d e ll, K n o w sley  C a s t M eta l C o m p an y , L im ited , 

M a n ch e s te r . S e c re ta rie s  : H e a t h c o t e  &  C o le m a n , 25, B e n n e tts  H ill, 
B irm ingham , 2 . ’P h o n e :  M idland 2901. 'G ra 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 IA T IO N
C h a irm an  :  A . H .S t u r d e e , M .B .E ., W h .E x . ,  M .I.M e ch .E .Sec re ta ry  : 

E r ic  L . H e a th co te , 25, B e n n e tts  H ill, B irm in g h am , 2 . 'P h o n e :  M idland 
2 9 0 1 /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 IP M E N T  A N D  S U P P L IE S  
A S S O C IA T IO N

P re s id e n t :  W .  E . A s k e ,  W ill ia m  A sk e  & C o .,  L td .,  W a te r s id e ,  
H a lifax . S e c re ta rie s  :  P e a t ,  M a r w ic k ,  M itc h e l l  & C o m p a n y ,  9 4 /98 , 
P e t ty  F ran ce , L o n d o n , S .W .I .  'P h o n e  : A b b ey  7515. G ram s :
" C r u s a d e s ,  S o w e s t ,"  L o n d o n .

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

D a r la s to n , S taffs. C h a irm an  :  S .  H a l l s w o r t h ,  M etal P o rc e la in s , 
L im ited , C o rn w a ll  R o ad , S m e th w ic k  40 , S taffs. S e c re ta r ie s  :  J o h n  
G a r d o m  & C o m p a n y ,  R ip le y , D e rb y s h ir e .  ’P h o n e  : R ip ley  136.

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

L im ited , W o o d c h e s te r ,  n r .  G lo u c e s te r ,  D ir e c to r :  K . M a r s h a l l ,  
Se c re ta ry  :  J .  W .  B j t l e r ,  C ru s a d e r  H o u se , 14, Pall M all, L o n d o n ,S .W .I  . 
'P h o n e :  W h ite h a ll  7941.

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

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

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

B r it ish  G r it  A s so c ia t io n .— S e c re ta ry ':  J , C am p b e ll M a cG reg o r , 10 
B ank S t r e e t ,  A ird r ie ,  L an a rk sh ire .

B r it ish  M a llea b le  Tube F ittin g s  A sso cia tion .— S e c re ta ry  : F. B. R idgw ell, 
196, S h a f te sb u ry  A v en u e , L o n d o n , W .C .2 . 'P h o n e  : T e m p le  B ar 3261 : 
G ra m s : ‘ B rim a tu fie ,”  L on d o n .

C a s t Iro n  C h a ir A ssocia tion  :  S e c re ta rie s  : P e a t,  M arw ick , M itche ll 
& C o .,  T h e  C a s t  I ro n  C h a ir  A sso c ia tio n , Q u e e n ’s S q u a re , M iddles
b ro u g h ,  Y o rk sh ire .

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

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

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

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

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

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

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

C h a irm an  :  D . G ra h a m  B isse t, Enfield F o u n d ry  C o .,  L td ., W a lth a m  
C ro ss . D ire c to r  :  R . F o rb e s B a ird , 1 17, C h u rc h  Lane, H a n d s w o rth  
W o o d , B irm in g h am , 20 . 'P h o n e  : N o r th e r n  0343 & 0 0 3 7 ; ’G ra m s 
"  I ro c a s t ,"  B irm in g h am .

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

L td ., L eeds. ’P h o n e :  L eeds 21226. N orth  M id la n d : S e c r e t a r y :
E. A. P h illip s , H a r p e r ,  P h illip s  & C o .,  L td .,  A lb io n  F o u n d ry ,  E a s tg a te ,  
G r im s b y , ’ P h o n e :  G rim sb y  2541. N orth  W e s t e r n :  S e c r e t a r y :  E. 
M o rr is , F. M o rr is  & S o n s . L td ., W h a le y  B rid g e. 'P h o n e  : W h a le y  B rid g e  
98 . S co tt ish  : S e c re ta ry  : A . F. U r e ,  A lle n  U r e  & C o . ,  L td .,  
K e p p o c h ill ,  G la sg o w , ’P h o n e :  G la sg o w , D o u g la s  2 6 4 1 .

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

P re s id e n t : C . G re s ty , N o r th  E a s te rn  M arin e  E n g in e e r in g  C o . (1938) 
L td ., W a llsen d -o n -T y n e . S e c re ta r ie s  :  M an n , J u d d  &  C o ., 8, F re d e r ic k s  
P lace , O ld  J e w ry , L o n d o n , E .C .2 . 'P h o n e  : M e tro p o li ta n  8613 ; 
'G ra m s  : ”  M an judca  P h o n e ,"  L o n d o n .

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

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

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

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

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

M a n ch este r and  D is tr ic t  Iro n fo u n d e rs’ E m p lo y e rs ' A sso cia tion .—  
S e c re ta rie s  : W e b b  & H all, 90 , D e a n sg a te , M a n ch e s te r . 'P h o n e  :
B lackfria rs 8367 ; ’G r a m s :  “  S o u n d ,"  M a n ch e s te r .

M id la n d  Iro n fo u n d e rs ' A sso cia t ion .— S e c re ta ry  : R. F o rb e s  B aird , 117 
C h u rc h  L ane, H a n d s w o rth  W o o d , B irm ingham , 20 . ’P h o n e :  N o r th e r n  
0343 & 003 7  ; ’G ra m s  : " J a c e l a c e , "  B irm ingham .

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

N orth  o f  En g lan d  Iro n fo u n d e rs ' A sso c ia t ion .— S e c re ta rie s  : M ann, Judd , 
G o rd o n  & C o ., 61, W e s tg a te  R oad, N e w c as tle -u p o n -T y n e . 'P h o n e :  
N e w c a s tle  20836 ; 'G ra m s  : "  M a n n ca ,"  N e w c as tle .

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

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

Sheffie ld  and D is tr ic t  Iro n fo u n d e rs ' A ssocia tion .— S e c re ta ry  : T . G o d d a rd  
M an d er, 59, C la rk e h o u se  R oad , Sheffield , 10. ’P h o n e  : S heffie ld  60047 
’G ra m s  : "  E m p lo fe d ra ,"  Sheffie ld .

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

W elsh  En g in ee rs  and Found ers A sso cia tion .— S e c re ta ry  : W  D . M.
D avis, I, S t. Jam es  G a rd e n s , S w a n s e a .’P h o n e  : S w ansea  5 9 1 6 6 ;  ’G ra m s : 
** I ro n  "  Sw ansea.

W e st o f  En g la n d  Iro n fo u n d e rs ’ A sso cia t ion .— S e c re ta ry  : R. F o rb e s
B aird , 117, C h u rc h  Lane, H a n d sw o rth  W o o d ,  B im ingham , 20 . 'P h o n e s :  
N o r th e r n  0343 & 0037 ; ’G ra m s  : " J a c e l a c e , "  B irm ingham .

W e st R id in g  Iro n fo u n d e rs ’ A sso c ia t io n .— S e c r e t a r y :  C . D . B uck le , 13 
C h e a p s id e , B rad fo rd . 'P h o n e  : B rad fo rd  25346.

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

s h ir e .  ( ’P h o n e  486.)
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S P E C I A L I S T S  I N  F O U N D R Y  M E C H A N I S A T I O N
H A L I F A X  - E N G L A N D

Telephone:Halifax 61247/8 Telegrams:Augusts.Halifax

So le  L icen see s and
M a n u fa c tu re rs fo r
B r it ish  E m p ire (ex-
e lu d in g  C an a da ) o f
the  S im pson Sand
M ix e r .

N o  good supposing all requirem ents are the same. Even old 
Noah knew that. And in the present flood of foundry production 
difficulties August’s stress the ir awareness of this whenever they 
are consulted.

They are urgently consulted these days, when rising costs, new 
urgency and keener competition demands elimination of wasteful 
methods and costly manual handling.

August’s advisory and research department is at your 
disposal without cost or obligation.

Co v e r in g  a l l  k / a i d s  -  ¿ a r g é  a n d  Sm a l l
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Thinking Around Statistics
The grey-iron foundry industry in Great Britain 

is to be congratulated on manufacturing in 1950 the 
largest quantity of castings ever made in one year. 
At 3,486,892 tons it exceeded the 1949 output by 
about 99,000 tons. The output of steel castings was 
241,700 tons, as compared with 236,000 tons in 1949. 
The grey-iron industry employs about 148,000 
people (140,444 process workers) which gives an 
annual production per person of the order of 24.8 
tons, a slight increase on last year. We have been 
trying to make a comparison with American produc
tion, but we encountered the following difficulties. 
The figures available to us lump together all the pro
ductive workers in the iron and steel foundries. 
The American output seems to be of the order of 50 
tons per man-year, which after adjustment would 
come somewhat nearer to British figures, but still 
considerably higher. Dozens of reasons ranging 
from beefsteaks to brains, climate to control, and 
matiness to  mechanisation have been put forward. 
British efforts are, however,, quite praiseworthy. 
During the war production was gradually decreas
ing. In 1940 it was about 2d million tons and de
creased to less than 2 million in 1945. Since that 
time, there has been a spectacular yearly gain, but 
a constantly decreasing tempo. Whilst the increase 
in 1946 was over 500,000 tons, last year the gain 
was but 99,000 tons.

The best use that can be made of statistics is to 
help people to visualise future prospects. The ones 
quoted, examined in the light of the present political 
situation, indicate that modern war conditions make 
no outstanding demands on the ironfoundry, but

they do require a greatly increased production of 
steel castings. However, production during a re
armament is not, and never will be, as during an 
actual war. and the impact of the former con
dition on ironfounding will not be as drastic as 
during the 1939-45 war. What will have a profound 
effect is the various shortages. The one at the 
moment causing trouble to a number of our readers 
is the dearth of hematite. However, by running the 
cupola on a Saturday morning on a suitably propor
tioned charge of steel and iron scrap, ferro-silicon, 
ferro-manganese, plus good cupola control, an iron 
can be made which will answer quite well.

The ironfoundry is used to hearing of competition 
from weldings, plastics, and various other processes, 
but the statistical position shows that no serious in
roads have been made. However, last week we en
countered a new form of competition. An engineer 
buyer had transferred his orders for heavy pressure 
resistant cylinder castings from the high-grade 
foundries to the ordinary jobbing shops. The cast
ings he is now receiving are all treated by this 
“ newish ” plastic-impregnation process, and are 
stated to give better service results at a lower cost 
than those emanating from the “ quality ” foundries. 
This, indeed, is an unexpected form of competition! 
Mr. Tait told of a similar case of an American 
fettling shop converting poor-looking castings into 
the best saleable type. These, then, are factors not 
revealed by statistics, but are helpful in retaining 
business for the foundry industry. They indicate 
that co-operation with the customer may produce 
quite lucrative business. That is why last week we 
stressed the potentialities of surface treatment.



222 FOUNDRY TRADE JOURNAL MARCH I, 1951

C orrespondence
W e  accept no responsibility ¡o r  the statements made or the 

opinions expressed by our correspondents.]

GIVE THEM THE TOOLS
To the Editor o f the F o u n d r y  T r a d e  J o u r n a l  

Sir,— Your editorial “ Give them the to o ls” which 
appeared in the January 25  issue of the f o u n d r y  t r a d e  
jo u r n a l  brings into the limelight a little problem of 
foundry servicing that has been of interest to  us for 
some time, and you m ay be interested in our solution 
to this problem which has been in operation for the 
last 18 months.

It consists in  sending a  truck once daily on a tour 
of the foundry floor to  service the moulder with sprigs, 
chaplets, parting powder, plumbago and all those little 
incidentals required in the preparation of moulds. I 
enclose a photograph of this foundry service truck 
known in the foundry as the “ stop-me-and-buy-one ” 
which as you will see is fitted with com partm ents which 
can be removed for filling when required.

“ Stop-me-and-buy-one ” Truck.

This little addition to the foundry’s equipm ent will 
soon convince the works accountant tha t a  little capital 
outlay, coupled with organisation, will remove much 
waste of materials and foundry executives’ times in 
seeking fo r explanations to account for the lost 
materials which, incidentally, can usually be found at 
the back of the floor moulders’ working place, rusty 
and useless.—Yours, etc.

H. B. F a r m e r , 
Rice & Co., (Northampton), Limited.

Northam pton.
February 24, 1951.

Productivity Increased 100 Per Cent.
With 300 fewer employees than in 1937, and work

ing a 44-hour week, with no extended overtime, Ley’s 
M alleable Castings Company, Limited. Derby, are now 
producing 647 tons o f castings a week. Stating that 
the figure was an increase o f 100 per cent, on the 
1937 output, Mr. C. H. Hudson, works convenor, com 
mented at a dinner given to 550 employees on Saturday 
last to celebrate 21 years’ service by Mr. F. D. 
Ley, the managing director (reported in last week’s 
issue), that the increase was “ unique ” in the annals of 
the industry. It was due to the good relations which 
existed between the workmen, the staff, and the 
management.

International Foundry Congress
B ru sse ls , Sep tem ber  1 0  to 1 4

The International Committee of Foundry Technical 
Associations has entrusted the Association Technique de 
Fonderie de Belgique (A.T.F.B.) with the organisation 
of the International Foundry Congress o f 1951. The 
A.T.F.B. has accepted this honour and cordially invites 
the associations which are members o f the Intem a- 
tion Committee and all friends abroad, to take part in 
the Congress which will be held in Brussels from 
September 10 to 14, 1951, in the house o f the Fédération 
des Entreprises de l’Industries des Fabrications 
M étalliques A.S.B.I. (Fabrimétal), 17, rue des 
Drapiers, Brussels.

During the Congress, the following International 
Committees will m eet: (1) The international committee 
of foundry technical associations; (2) the international 
committee on  foundry defects; (3) the international 
comm ittee on  testing cast iron, and (4) the international 
dictionary committee. All information concerning 
these meetings will be sent in due course to the 
affiliated associations by the hon. secretary of the 
International Committee: Mr. T. Makemson, m .b .e ., St. 
John Street Chambers, Deansgate, M anchester, 3. 
Much attention has been given to the organisation of 
visits to plants so as to make visitors acquainted with 
the various foundry specialities in Belgium. A special 
programme will be established for ladies.

Papers
It is suggested that the following themes might 

usefully be discussed :—(1) T he new cast-iron structures; 
t2) testing memods o f cast iron and alloys; (3) light 
alloys; (4) the foundrym an’s daily problems and their 
influence on productivity, and (5) foundry education.

I he above list is not exhaustive, and the Committee 
may accept any Papers dealing with steel, iron, mal
leable and alloy founding. Papers not exceeding 10,000 
words, should be sent in triplicate before May 15 to 
Mr. G. H albart, c /o  A.T.F.B., 17, rue des Drapiers, 
Brussels.

Papers will be published and discussed in French 
or English. They may however be sent in another 
language and the Committee will undertake their trans
lation. A uthors o f  Papers are requested to indicate the 
characteristics o f diagrams, films, o r o ther illustrations. 
All correspondence should be addressed to the general 
secretary o f the International Foundry Congress, c /o  
Fabrimetal, at the address given above.

International Foundry Committees
The officers o f the International Committee of 

Foundry Technical Associations for 1951 are : — 
president: Ir F. W. E. Spies, W enchebachstraat, 9, 
Velsen, N. Netherlands; vice president: Dott. Ing. 
G uido Vanzetti, Fonderie Acciaierie Milanesi Vanzetti, 
Vie Nervesa 1, Milan, Italy.

T he president of the International Committee on 
Testing Cast Iron is Prof. Dr. Mont. Frant. Pisek and 
vice president, Dr. Paul Bastien of Paris.

Metallic and Non-metallic Coatings for Grey Iron.—
Mr. V. D elport informs us that the selling price o f 
this book, which was reviewed in our last issue, will 
be 12s. 9d. His address is 2, Caxton Street, West
minster, London, S.W .l.

Under an Order made by the Board o f Trade and 
operative from  March 3, 1951, export licences will be 
required for some destinations for particular types o f 
high-pressure valves, compressors, blowers and fans, 
and sulphur burners and pyrites furnaces.
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À Com pressor Foundry

F ig . 1.— M ould Conveyor on which all the Small Castings are Produced. In  the illustration the Ladle is being 
handled from  a Crane, but there is also a Ladle Monorial Track to relieve the Load on this crane.

This article, describing a “ tied  ” fo u n d ry  at H igh  W ycom be, B ucks., producing  m a in ly  com pressor  
castings, show s how  layou t and  m e th o d s can be p lanned  and developed  in  fine detail to  su it lim ited  
ranges o f  p roduction . A  high standard  o f  organisation has been applied  to  the fu lfilm en t o f the se t  
cond itions obtain ing . H a n d  m o u ld ing  is v irtually elim ina ted; there is a large am oun t o f  corem aking  and  
m ould ing , fo r  bo th  light an d  heavier w ork is segregated a n d  well served w ith m echanical aids. W ith  
the  greater specialisation, m ore elaborate p lanning is possib le than fo r  purely  jo bb ing  foundries, and  

m uch  a tten tion  has been devo ted  to  the provision  o f  good  w orking  conditions.

t h e  b r o o m  & w a d e  found ry , w hich' p lays such an 
im p o rtan t p a rt in  th a t com pany ’s com pressor o u t
pu t, w as established in 1898 alm ost from  the incep
tion o f the m ain  w orks. Its up -to -date  equ ipm ent 
and  obvious efficiency is due  in no sm all degree 
to  the personal in terest an d  d irection  o f the ch a ir
m an  o f the com pany , M r. H . S. B room , and  to the 
good re lations am ong  the w hole staff.

K eeping  step  w ith  an  ever-increasing- dem and, 
this section  o f  the w orks now  produces ab o u t 10,000 
castings p e r week. C onvenien tly  located , its two 
m ain sections fo r d ry -sand  and  green-sand m ou ld 
ing a re  housed  in tw o bays served by fo u r overhead  
c ranes o f 5 an d  2 tons capacity . In  add ition , a  hand 
c ran e  o f  1 ton  capacity  serves the fettling shop. At 
the no rth  end o f  the fo u n d ry , a ba ttery  o f  eight 
m ould ing  m achines is installed , consisting o f four 
C olem an m achines and  fo u r Pneulec H erm an  ro ll
overs. T hese m achines are  fed w ith sand from  over

head  hoppers. T he m oulds are cored up on  sho rt 
lengths o f ro ller track , m oved on to a  m oving-plate 
track , and  cast w hilst in m otion  at the pouring  
sta tion  from  ladles o f 5-, 8- o r  10-cwt. capacity . 
T he ladles are  suspended from  an overhead  crane 
carry ing  them  in to  the requ ired  position  (Fig. 1). 
A lternatively , there  is a m onorail fo r pouring. 
H eaders are  knocked  off soon a fte rw ards and  the 
m oulds then travel on  th e  track  to  the shake-out.

Large Castings Production
Large castings up to  25 cw t. a re  m ade in the dry- 

sand  m ould ing  section, w here there  are  tw o 4,000- 
lb. and  tw o 1,500-lb. Pneulec H erm an  roll-overs and 
an O sborn  m achine. T hey  are  located d irectly  u nder 
large sand hoppers and  arc fed by m eans o f  a sand 
feed belt opera ted  by p u sh -b u tto n  contro l. T he 
com pany  has found  th a t by brush finishing the 
m oulds a good appearance  is given to  the castings
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Fie. 2.—Core-shop producing Small to M edium  Cores ; between the Row s o f Sand Hoppers and the Corc-
makers' Benches runs a Pendulum Conveyor.

and that this method is more economical than hav
ing to procure the same finish by excessive fettling. 
After finishing operations, the moulds are removed 
by crane to three large oil-fired drying ovens.

A notable feature is the elimination of hand 
moulding, which is now confined to one man en
gaged in the production of one- or two-off jobs. 
The amount of skilled labour is thus reduced to a 
minimum. Most of the 170 workers employed in 
the foundry were recruited locally or from the dis
tressed areas of South Wales.

C ore  Shop
To cope with the enormous output of light cores 

required for the production of compressor parts, a 
very fine core-shop has been provided. This is effi
ciently laid out and is exceptionally clean, comfort
able, and well-lighted. A large amount of high- 
quality work is produced, but the consumption, of 
cores is so great that, despite the excellent team 
work, it is difficult to keep pace with the demand.

The steel work-benches are situated under sand 
hoppers which discharge the sand as required. Along
side is a pendulum conveyor track moving at the

rate of 3-J- ft. per min. (Fig 2). The sand used 
is a single mixture made up of washed Bedford 
sand, with Kordek and Permol as bonding agents, 
giving very satisfactory results. The cores, after 
removal from the two Acme stoves, are dried and 
then blacked. Drying of the blacking is effected on 
a pendulum track which travels through an infra-red 
stove. On emerging from this stove, the cores are 
taken off the track 'an d  loaded on to pneumatic- 
tyred trucks, of the company’s own design, and 
transported to the moulders. Single-platform trucks 
are used for the large work and four-rack trucks for 
medium and small cores. Two core-blowers have 
been installed, one being an Osborn and the other 
a Ronceray. This shop produces cores up to 1-j- cwt.; 
the heavier cores being made in the foundry itself, 
(Fig. 3), where one of the large mould-drying ovens 
is used for drying.

S and P lan t
The sand plant is situated at the south end of the 

foundry. The sand from both shake-outs is carried 
by belt conveyors to the reclamation plant, which 
includes three No. 2 Augusts mixers. Located nearby 
is a Fordath mixer for the core sand. Due to the
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F ig . 3.— Section o f the Foundry Devoted to Heavy Core making. Fume-extraction Ducts over the Entrances to  
the Core-drying Stoves can be seen on the Right-hand Side.

large number of cores used every day, core sand 
is present in large quantities in the used moulding 
sand, with the result that a considerable amount of 
apparently good sand has to be discarded. Perme
ability is in the region of 100 to 120, so that from 
time to time it is necessary to add a fine sand. . Staff 
are employed to keep a constant check on sand 
quality under a sand-control foreman. One mixture 
of sand is maintained for all work. Both green 
sand and dry' sand are reconditioned with bentonite 
or Fulbond. The check for moisture is taken at 
the mill by the foreman and is kept to about 3-5 
to 3-7 per cent.

An outstanding feature of the sand-handling 
arrangements is the success which has been achieved 
in controlling dust, by using a very fine spray of 
water at all points where a dust nuisance is encoun
tered. The system has even proved entirely success
ful at the point where hot and dry sand is hoisted 
to the mills. Sprays have also been provided under
neath the foundry floor to reduce to a minimum 
any dust that might arise in the sand falling off the 
turntable underneath the shake-outs.

P attern shop
A spacious patternshop is located on the first 

floor of the building which adjoins the foundry, a 
staircase linking the two. The shop has modern 
lighting and is steam heated. It is equipped with 
the usual wood-working machines and supplies the

foundry with a large proportion of its requirements. 
However, patterns have also to be obtained from 
outside sources, particularly for the heavier work. 
Both iron and aluminium are used for jobs calling 
for metal patterns, the smaller metalwork being done 
on the premises. On account of its lightness, alumi
nium is generally preferred. Generous provision 
has been made for pattern storage, but a difficult 
problem is presented due to the very large number 
of patterns involved.

M etal
The melting equipment consists of two cupolas of 

3-1 tons per hr. capacity, and one unit which can 
deiiver up to twice that amount. The stockyard, at 
right angles to the cupolas, is partly finished and, 
when equipment now on order has been delivered, 
the material for melting will be weighed at ground 
level and hoisted for charging. The company aims 
at putting one grade of metal through the cupola, 
the difficulty presented by the wide range in size 
and weight being overcome by a ladle inoculant to 
counteract the effect of the rapid rate of cooling 
in the smaller castings. The composition specified 
for the melt is T.C 3.35, C.C 0.45, Si 1.9 to 2.1, 
P 0.25 max., Mn 0.6 to 0.8, and S 0,1 per cent. max. 
The mixture is under close supervision by the chief 
metallurgist at every stage.

(C o n tin u ed  overlea f qt fo o t o f  co lum n  tw o)
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Historic Printing Press

T he “ C olum bian  ” prin ting  press illustra ted  above  
is a m ong  recent additions to  the B irn tingham  A r t  
G allery an d  M u seu m . O f A m erican  origin, the  
design is representative o f  presses in use rather 
m ore than a cen tury  ago, being especially popular  
fo r  b o o k  w ork. These m ach ines were m ain ly  p ro 
duced  in cast iron. T h e  elaborate com b ina tion  o f  
ornam en t and  u tility  show n  in the “ C o lum bian  ” 
was a typ ica l phase in th e  transition fro m  w o o d  to  
m eta l fo r  m achine construction  w hich was taking  

place a t the tim e.

Australian Pig-Iron Prices
Prices of A ustralian pig-iron were advanced by £3 

per ton on February 1. bringing the price for an 
average grade up to £13 2s. 6d. per ton. A correspon
dent. writing on February 12, giving this information, 
intimated that the price of coke was expected to be 
stepped up from its current figure of £6 2s. per ton 
within a week or two.

The price increases reflect a wage increase granted and 
made restrospective to December 1 last. Our correspon
dent says that as the full impact of the wage increase 
becomes felt the prices of both pig-iron and coke will 
move up to still higher levels.

L a n a r k s h i r e  S t e e l  C o m p a n y , L i m i t e d , are to extend 
their Motherwell works at an estimated cost of £63,000. 
and Colvilles, Limited, are to  erect buildings in the 
town at an estimated cost of £ 10,000 .

More Unemployment
After falling for two months, unemployment in

creased during December last and reached the 
highest level for eight months. An increase of 31,800 
brought the total out o f work on January 15 to 333,600, 
compared with the March, 1950, figure of 347,300. 
There is norm ally a rise in unemployment during 
December, but figures issued by the M inistry of Labour 
show that the. increase was much greater than in 
December, 1949, wfien it was only 6,700. This upward 
seasonal trend can be expected to continue for three 
months. The heavy increase a t the end of last year, 
bringing the total to a level 3,300 above that of a 
year previously, may mean that the first effects of raw 
material shortages on employment are being felt.

While unemployment rose, the number of people at 
work fell—by 64,000 to 23,225,000 at the end o f 
December. This fall, composed of 6,000 men and 
58,000 women, is about the same in total as that which 
occurred in December, 1949.

There was a decline of 7,000 in the labour force 
o f the basic industries during December, but the 
number of wage earners on colliery books showed a 
rise of 2,000 to 689,000. The metals, engineering and 
vehicles group showed a fall of 2,000 during the 
month to 4,086,000. The total employed in the basic 
industries at the end of December was 4,153,000, com
pared with 4,198,000 a year previously, while in the 
manufacturing industries the figure was 8,620,000. at 
against 8,406,000 at the end of 1949.

¡Forty Years Ago
In the F o u n d r y  T r a d e  J o u r n a l  for M arch, 1911, 

there is a long illustrated description of the Wolseley 
M otor C ar W orks at Addeley Park, Birmingham, and 
nothing could show greater progress than comparison 
with to-day’s counterpart. There was certainly a good 
gangway going through ..the foundry and extensive use 
was made o f pattern plates. It shows a high, apparently 
in daytime, well-lit shop. A full account is given of the 
inauguration of the London Branch o f the British 
Foundrymen's Association at the Institution of 
Mechanical Engineers. Mr. (later Dr.) Longmuir—-the 
then president—officiated at a gathering of 50 people. 
Mr. J. Oswald was elected branch-presidcnt. It was 
reported that the Rustless Iron Company, Limited, were 
building a works at Lawkholme Lane, Keighley, and 
amongst new con-many registrations appears the names 
of Thomas Perry & Son. Limited, and H. Hollindrake 
& Son. Limited.

A  Compressor Foundry
(Continued from  previous page)

Castings are produced in good-quality cylinder 
iron and range in weight from a few ounces to 
25 cwt. Many small castings are of heavy section, 
so that careful attention to moulding, running and 
pouring is essential. A large number of the castings 
are machined all over, with thick and thin sections 
lying adjacent to each other; therefQre the quality 
of the finished work must be of a high standard. 
Components such as cylinders, cylinder heads, 
valves, etc., have to withstand a water pressure of 
about 120 lb. per sq. in. Both analytical and 
physical testing laboratories play an important part 
in the Broom & Wade foundry organisation. These 
are fully equipped for the rigid control necessary in 
this type of work.
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Five-year Review o f Iron and Steel Research
t h e  m e t a l l u r g ic a l  in d u s t r y  in this country has 
always borne its full share in research work 
aimed at increasing the efficiency of operations and 
the improvements of the quality and versatility of 
its products. Reviews covering much of the modern 
research work in the British iron and steel industry 
are brought up-to-date by a publication entitled 
“ Five Years of Co-operative Research, 1946-1950,” 
recently issued by B.I.S.R.A.

Preparation o f R aw  Materials
Work has been carried out over the last three 

years on the crushing and screening of ores. The 
behaviour of jaw, roll and cone crushers with 
different types of ore, has been examined in various 
member firms and an adequate yet economical 
sampling method has been developed. The relation 
between the size of the lumps crushed and the fines 
produced is important in the selection of a crush
ing technique. A works in South Wales, for 
example, applied this knowledge and found that in 
their conditions the use of a jaw crusher instead of 
a double roll crusher at the primary stage resulted 
in a reduction of fines made from 12 per cent, to 
2.5 per cent, of the whole. Full-scale investigation 
on production of sinter from wet Northamptonshire 
ore fines at the works of Stewarts and Lloyds, 
Limited, during the last three years falls into two 
parts—factors affecting the quality of the sinter and 
those affecting the rate of output. The first part 
required the design and installation of experimental 
engineering equipment, including part of its de
velopment for full-scale production. Observations 
made during periods of normal production and 
during experimental periods when additional con
trol was exercised, have shown that the most im
portant factors influencing the quality of sinter are 
the proportions and quality of the raw materials. 
Variations in the operation of the sinter plant have 
much less effect. The question about sinter quality 
has largely been answered; others concerning output 
remain.

Increasing supplies of fine grained concentrates 
present a problem of agglomeration, as conventional 
sinter plants can only deal with them at the expense 
of a reduction in output. Work is therefore in 
progress, on other agglomerating techniques, par
ticularly pelletising, which consists of passing fine 
ore of suitable size distribution and moisture con
tent through a rotating drum, in which balls or 
pellets are formed and grow by a snowball effect. 
These can then be fired to give adequate strength 
for use in the blast furnaces. Enough has now 
been discovered about the strength, drying, firing 
and bonding of pellets to justify erection of a pilot 
plant at the Redcar Works of Dorman, Long & 
Company, Limited; this it is hoped will come into 
operation early this year. Here the particular 
problems related to continuous as opposed to batch 
operation can be studied, and data will be provided 
for subsequent full-scale operation.

Pig-iron and Steel-making
A knowledge of the actual and relative velocities 

of the gas within the blast furnace is important in 
assessing the advantages of the American develop
ment of high top pressure, the effect of which is 
to make the gas travel more slowly, giving more 
time for the reactions between the reducing gases 
and the burden in the stack. This gives quicker 
reduction of the ore and increases production. 
Radio-active radon gas has been used for measuring 
gas velocity through the furnace. Radon is pro
jected into one tuyere by a small explosive charge, 
and sampling starts simultaneously at the furnace 
top. Successive samples of the gas are tested for 
radio-activity and the transit times of the gas are 
deduced and the difference in speeds at the centre 
and near the walls has been estimated. In the 
various furnaces studied the gas takes about seven 
times longer to pass through than had been 
thought.

Practical experiments on slag control by lime 
injection through the tuyeres have been carried out 
on a furnace working mainly on a mixture of home 
and foreign ores. Normally, when lime is added at 
the stockline the time lag between the additon and 
its effect on the slag is from 6 to 8 hrs. With 
tuyere injection, there is a delay of only 1 to 2 hrs. 
before the slag analyses show the maximum lime 
content. As much as 3 tons of lime have been 
introduced in 2-j- hrs. a t half the tuyeres without 
detriment to the hearth or significant change in lime 
content of the flue dust.

Furnace Design
The search for ways to improve production and 

economy in steel-making has led to the study of 
furnace design, equipment and operation. The 
open-hearth furnace, because of its predominance 
in the manufacture of steel, has been the subject 
of much of this work, and an experimental open- 
hearth furnace placed at the Association’s disposal 
by the Shelton Iron, Steel & Coal Company, 
Limited, has played a large part in it up to the 
present time. A simplified and more efficient open- 
hearth design known as the “ single uptake ” 
furnace has been developed. The idea of a single 
air uptake terminating immediately below the gas 
port or oil burner (in place of two air uptakes 
leading into a conventional air port) is not new but 
seems not to have been seriously studied until it 
was brought before the appropriate B.I.S.R.A. com
mittee. Several firms had been considering its 
use, but had insufficient evidence in its favour to 
risk a practical trial on a production furnace. 
Small scale trials were begun at the experimental 
furnace at Shelton, and most promising results were 
obtained there and later by fundamental work 
carried out on models by the Association and by 
the United Steel Companies, Limited. • Now there 
are 18 single uptake furnaces in operation in at 
least 11 steel works and more are being installed.
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Experience has shown that this design gives rapid 
and increased production, better control of melt
ing, and lower fuel and refractory consumption. 
Although a conventional furnace can often give a 
good performance in one or more of these ways, 
and it must also be remembered that major im
provements in performance are seldom the conse
quences of one factor alone, the new design does 
appear to give the best combination of desirable 
features.

Refractories and Ingot M oulds
The most important recent development in the 

use of refractories is the incorporation of basic 
bricks' for open-hearth furnace roofs. Four all- 
basic furnaces are in operation in the United 
Kingdom and detailed observations are being made 
to see how far greater output and longer life justify 
a construction cost of about three and a half times 
the normal. The work of the research committees on 
ingot moulds and casting practice has led to changes 
in the method of use and in the design of moulds 
leading to increased yield and life. For example, an 
inserted brick type of feeder head has been de
veloped which gives reduced piping and which has 
a very low maintenance cost. Other investigations 
have emphasised the bad effect of setting moulds 
too close together in the casting pit; in one works 
mould life was increased by about 50 per cent, by 
simply setting two moulds on each bogey in place 
of the usual three. The relationship between the 
composition of the iron of which the mould is made 
and mould life has also been studied, and it is found 
that moulds up to four tons capacity last longer 
when made of iron combining relatively high phos
phorus (about 0.25 per cent.) with low silicon (about 
1.0 per cent.). Large economies could be effected 
at the soaking pits if a more exact method could 
be found than those now used for deciding how long 
the ingots shall remain in the pits. Time studies 
of the transport of ingots from stripping to the 
pits and mould and ingot temperature studies are 
being used in an attempt to reduce fuel consump
tion per ton of steel passed to the rolling mills. In 
connection with this work a radiation method of 
solving the difficult problem of measuring surface 
temperature of red hot masses of steel has been 
developed.

Fundam ental Work
Regarding fundamental work, much of the heat 

transfer in the open-hearth furnace occurs by radia
tion from the flame. In work on this problem it 
is necessary to experiment on a furnace not very 
much smaller than those in which the radiation is to 
be predicted. Such a furnace with a flame about 
one-third as long as that of an ooen-hearth furnace 
has been made available by the Royal Dutch Steel
works for joint trials by scientists from France, 
Holland, Sweden and Great Britain. The Associa
tion is playing a leading part in this work, and 
collaborates with the British committee of scientists 
and industrialists concerned with the experiments

by providing staff and equipment for the trials in 
Holland. The size of carbon particles responsible 
for the luminosity of flames is being measured 
and the ignition and combustion times of heavy 
fuels are being compared.

John Cockerill’s New Furnace
The new blast furnace at the works of the Soc. 

Anon. John Cockerill at Seraing, Belgium, is of up-to- 
date design and is unique in its method of charging from 
the top by belt conveyor—the only one in existence. 
It is completely autom atic, and any variation in charg
ing can be carried out almost instantaneously. The 
furnace, and all its ancillary equipment, was started up 
at the end of last month, the inauguration ceremony 
being conducted by the director-general, Mr. N eef de 
Sianval.

The plant consists of modern ore-preparation equip
ment, with ore crushing, stocking, screening, and con
tinuous sampling. There is also a continuous sintering 
machine, together with its necessary feeding bunkers 
and coke-preparation plant. A complete set of rein
forced concrete bunkers is installed, together with all 
the necessary feeders and control gear, for adequately 
belt-charging three new blast furnaces.

The plant has taken approximately three years to 
complete, and was designed by John Miles & Partners 
(London), Limited, which company also supervised the 
erection of the entire plant.

Engineering Constructional W ork 
Regulations

A pamphlet containing a  revised preliminary 
draft of regulations under the Factories Acts, 1937 
and 1948, as to safety, health, and  welfare in connec
tion with work o f engineering construction, has been 
issued by the M inistry o f Labour and N ational Service 
(Stationery Office, Is. 6d.). This draft is a  revision 
of a  first prelim inary draft published by the M inistry 
in October, 1945. Many o f the amendments suggested 
were also relevant to the draft o f a parallel code in 
connection with building operations. The points raised 
in connection with the building code have been cleared 
up and regulations have been made. In the meantime, 
the M inistry has given further thought to the parts 
of the code for work of engineering construction relat
ing to diving operations and to work in compressed air.

Amendments o f the 1945 draft now contemplated are 
numerous. A pam phlet containing the revised pre
liminary draft is therefore now published fo r study 
and consideration by persons affected, as a  prelim inary 
to conferences with the M inistry to consider and discuss 
points raised, before the regulations, revised in the 
light o f such discussions, are formally issued in draft 
under the statutory procedure which has to  be followed 
before they can finally be made.

B.S.F.A. Research Headquarters
The Research and Development Division of the 

British Steel Founders’ Association has recently moved 
from  its tem porary address in Collegiate Crescent into 
m ore spacious premises at Broomgrove Lodge, Broom- 
grove Road, Sheffield 10. I t is understood that 
Broomgrove Lodge is to be the Division’s permanent 
administrative headquarters and tha t the acquisition of 
these new (premises is an im portant part o f the expan
sion program m e o f this research organisation, which as 
recently announced, has now assumed sole respon
sibility for collective research in the steelfoundry 
industry.
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Core-blower Application and O peration
B y G. W. F ear field

lrt th is  conclud ing  section , recom m ended  venting  m e th o d s are discussed in detail as w ell as defec ts  
arising fro m  po o r venting. Thereafter, rein forcem ent, core perm eab ility  and  the design o f  the b low ing  head  
are dealt w ith , fo llo w ed  by  the A u th o r ’s concep tions o f  desirable standardisation  o f  coreboxes and  blow ing- 
plate holes. T he  Paper w ou ld  be incom plete  w ithout reference to  core driers or shells and  p o in ts  in th is  
connection  taken  fro m  experience are enum erated . F inally, m e th o d s available fo r  boosting  core p roduc
tion  are listed  in add ition  to  a code o f  g o o d  practice. , In  the discussion, interest cen tred  around  drying  
shells, and  their accuracy and  life, resin -bonded  b lo w n  cores, cleaning o f  boxes, recla im ed  sand  a n d  the  
possib ilities o f  using w ooden  boxes fo r  b low n cores.

(C on tinued  fro m  page 210)
Slatted and G auze-type Vents

Possibly the sim plest, m ost efficient and  econom i
cal m ethod  o f  ven ting  is by the use o f  slatted  or 
gauze-type vents. T hey  a re  positive, clean, easily 
fitted, easy to  replace, and  a re  p roduced in conveni
en t sizes from  -J- to  1 in . T he  versatility  o f the 
sla tted  type m akes it  m ore  w idely adopted , as, due 
to its co n struc tion , it m ay be effectively blended to 
the c o n to u r o f a n y  co re  profile, thus m aterially  
im prov ing  its w ork ing  quality . T h e  gauze o r m esh- 
type vent, w hilst perfo rm ing  a sim ilar function , does 
n o t lend  itself so efficiently to blending and  conse
quently  is lim ited  in its app lica tion . Irrespective o f  
type, the location  o f  the vents is o f the greatest 
im portance  and  requ ires careful study. F rom  
persona l experience, it  is suggested the first vents 
in  any  co re-box  be situa ted  as close as possible to 
th e  p artin g  line, this app ly ing  to  bo th  halves o f  any 
core-box. T h is a rran g em en t has the effect o f 
relieving the p ressu re  stra in  a t  the p arting  line, again 
em phasising  the desire to  m ain tain  as efficient a 
seal as is possible. T h e  rem ain ing  vents m ay  then 
be disposed relative to  blow ing holes, loose pieces, 
ribs, pockets, etc.

E xperience here  aga in  m ust con tro l the im agin
ative m ind  as to the  flow a n d  d irection  the sand will 
take on en tering  th e  core-box , thus deciding the 
location  o f  vents. S om e m ach ine  opera to rs  try  to 
reduce to  a m in im um  the vents em ployed, bu t this 
only leads to  h o u rly  va ria tio n s d u rin g  blow ing. I t 
m ay  be experienced, a f te r  a  job  has been sam pled 
and  found  to  be sa tisfac to ry , th a t w hen p roduc tion  
com m ences, ce rta in  fa ilu res occur, this being d u e  to  
a tendency o f  vents “ m aking up ” w ith sand 
inclusions, w hen  they  becom e ineffective. By the 
add ition  o f  in telligently-placed extra vents, this 
tro u b le  will be obviated . F au lty  blow n cores a re  
o ften  b lam ed  on  to  low  air-pressures, close investi
g a tion , how ever, reveals lack  o f sufficient venting 
area . In  spite o f this it  is re iterated  tha t pressure 
should  be m ain ta ined  a t as h igh  a  level as possible.

D efects D ue to Poor Venting
F ro m  these la tte r  sta tem ents, it m ust no t be co n 

c luded  th a t ind iscrim inate  ven ting  will provide 
accurately -b low n  cores, on  the co n tra ry , over-ven t
ing leads to  troub le . W here over-venting  appears to  
have occurred , closer inspection  m ay reveal th a t the

* A Paper read before the Lancashire Branch of the Institute  
of British Foundrymen, Mr. L>. Flem ing presiding.

sam e num ber o f  vents located  differently  w ould 
satisfy requirem ents. T h is im plies th a t one  should  
ven t w ith cau tion , and  experience w ill guide the 
choice o f  quan tities.

T h e  in tricacies o f  certa in  specialist jobs m ay  
necessita te the p lacing o f  vents in the blow ing-head 
plate, b u t aga in  experience shou ld  b e  the con tro lling  
fac to r. B reathers o r  vents located  in  th e  cope h a lf  
o f  any  co re-box  shou ld  n o t be p erm itted  to  exhaust 
th rough  the to p  face, b u t should  ex h au st to  a tm o s
phere a t  the side. T o  fulfil th e ir task  efficiently all 
vents m ust exhaust to  a tm o sp h ere  th ro u g h  easily 
accessible channels, and one is rem inded  a t this 
stage o f  th e  necessity fo r co re-box  cleanliness. 
R egu lar cleansing o f vents repays the effort in the 
fo rm  o f  a  soundly  m ad e  core, and  in  th is connection  
a useful too l to  em ploy  is a  g round  hacksaw  blade. 
T he A u th o r’s m ethod  is to  soak  the co re-box  over
n igh t in  co ld  w ater, and  this is fo llow ed  by a  good 
blow  o u t n ex t m orn ing  w ith the a ir  gun, resto ring  
the vents to  the ir effective w ork ing  efficiency. P rio r 
to im m ersion  in  w ater, the dow els a re  trea ted  w ith  
grease to  p reven t excessive co rrosion . W hen it is 
found  necessary to  vent loose pieces, the re a r  face 
should  be channelled , the grooves em erging to  
connect to  a tm o sp h ere  th rough  the ex ternal face  o f  
the core-box . P lacing o f b rea thers a t  th e  fu rth est 
d istance fro m  th e  b low ing ho les is necessary to 
expel in itial a ir  fro m  the co re-box , enabling  the 
ex trem e ends o f  the core  to  be co rrec tly  ram m ed 
and free from  a ir  pockets.

R einforcing Agents
D ue to the even ram m ing  produced  by  the blow 

ing m ach ine , blow n co res a re  considerab ly  
s tronger than  hand -p roduced  cores, d u e  to  this also , 
and  by carefu l study an d  design, re in fo rc ing  agents 
(rods, o r wires) m ay be to a large degree elim inated , 
bu t it should  be realised th a t qu ite  a p a rt from  the 
strength  required  fo r handling  u n d er certa in  casting  
cond itions it  is o ften  im perative th a t re in fo rc ing  
w ires be used.

T o  o b ta in  the best results, it is necessary to  include 
the w ire o r iron  as an in tegral p a r t o f  th e  co re  as 
blown. T o  achieve this, suppo rts, located  w herever 
possible in  the co re-p rin ts, a re  constructed  in the 
drag  h a lf  o f the core-box, and  the cavity  so fo rm ed  
is filled w hen necessary a f te r  w ithdraw al o f  th e  box  
from  the core. C au tion  m ust be exercised in select
ing the position  o f  supports if success is to  be
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assured. Where specially-shaped rods are used, it 
may be necessary to bed the rod in the drag-half 
in loose sand, prior to blowing. Under no circum
stances must the blowing stream of air and sand 
lend to spring the rod, otherwise cracked or badly 
rammed cores will result. Trial and error appears 
to be the best guide before embarking upon routine 
production.

Gas Vents
Whilst a blown core is more permeable than a 

hand-rammed product, the necessity for artificial 
venting is not entirely eliminated and many methods 
of venting are practised. The simplest method is 
to allow the vent rod to rest in the extreme ends 
of the core-box. Where and when it is desirable to 
connect the vent through the end of the core-box, 
then extreme caution is necessary to prevent 
excessive blow out. The use of a female hardened 
dowel may be usefully employed in conjunction 
with a hardened bright steel rod, bringing the vent 
through the dowel (the latter being screwed into the 
end of the box), thus reducing the risk of sand 
erosion, and also allowing ease of replacement.

Combined venting and reinforcing systems should 
be given careful and prolonged trials, before 
embarking upon production, as any slight change 
with any existing satisfactory method may upset the 
whole efficiency of the job with disastrous results 
and in many cases it may be best to leave well 
alone.

Blow ing Head
Possibly two of the most important parts of the 

core-blowing machine are the blowing head and the 
sand reservoir. When- using a sand reservoir which 
has a larger surface area at the bottom than at the 
top, it also being without an agitator, there is a 
marked tendency for a tube or passage to be 
produced in the mass of sand after blowing, subse
quently reducing the effective blowing area for each 
succeeding blow. Should blowing be attempted 
under these conditions, one discovers that possibly 
only two-thirds or three-quarters of the correct 
amount of sand enters into the core-box, this feature 
having a marked detrimental effect upon the walls 
of the box, reducing its life to a minimum.

These somewhat adverse conditions may be over
come by using a metal insert attached to the inside 
of the blow-plate and assisted also by a  liberal 
amount of taper in the blowing hole. This simple 
attachment helps the sand to collapse over the blow
ing hole after each operation. The use of these 
devices, however, is restricted to jobs where equal 
blowing centres are used, and where interchange
ability is not practiced on a large scale. A more 
efficient method is to blow different jobs in sequence, 
on a common blow-plate, using different blowing 
holes for each blow; it may be that the blow-plate 
may have twenty or more holes. To operate this 
method, it is necessary to use a  blanking off plate 
on the core-box, thus saving many hours in 
changing the blowing-head plate. Combined with 
standardisation among core-boxes, this method can

be a worthwhile production factor, completely 
eliminating the necessity for duplication of core- 
boxes and allowing four or five different cores to 
be blown by a team of operators.

Standardisation o f  Core-boxes
Standardisation of core-boxes enables the blow

ing machine to become more versatile in its applica
tion, and is advocated wherever possible. 
Standardisation requires core-boxes to be con
structed of identical depths, heights and widths; 
though widths may vary with horizontally operated 
boxes. Three simple methods of incorporating 
these factors a re :—(1) By increasing core-print 
size; (2) by suitable extra ribbing, and (3) by blow
ing two or more boxes side by side.

The last method is chiefly employed where 
narrow, vertically-parted boxes are used. Due to 
the minimum distance between the automatic 
clamps, it would be necessary to increase the width 
by ribbing of excessive proportions, and this then 
becomes a retarding factor in production. By 
blowing more than one core-box per cycle, it is not 
necessary that the boxes produce identical cores, 
this again reducing, the necessity for duplicating the 
boxes. Where necessary, due to the fact that mould- 
ing-box restrictions as to depth may make it im
practicable to increase core-prints, blanking off of 
the internal core-print in the core-box may be 
practised. Where horizontally-parted boxes are 
used, the standardisation of depth may be effectively 
carried out by a simple system of steel-faced alu
minium runners. The blanking-off plate, men
tioned earlier, is constructed of aluminium or steel, 
suitably drilled for its particular core-box. 
Fastened to the top of the core-box it is automatic
ally registered under the blowing head, allowing 
only the holes in the blow-pláte which are required 
to be brought into use when blowing. The loca
tion of the core-box under the blowing head is 
effected by a simple system of stops situated on the 
blowing-head plate, or, alternatively, where circuit 
teams are operating, a simple spring-loaded stop 
on the machine table may be used.

Blow ing-plate Holes
Blowing-plate holes are usually from ± to 

1 in. dia., depending upon the individual job, and 
are countersunk from the inside; they represent a 
simple and efficient method of control. Some 
operators prefer to slot out a section of the plate, 
but whilst this method may be successful, there is a 
very strong tendency for air to escape between core- 
box face and blowing-head, resulting in a  loss of 
pressure and volume.

The clearance between core-box and blowing-head 
is i  to -fb in., therefore core-box depth size must 
be accurately controlled. Necessity for machining 
the external face is more readily appreciated when 
one considers the clamping action between machine 
table to core-box, and core-box to blowing-head; 
each must be parallel to ensure even clamping 
pressure. Failure to consider and also to regularly 
check these points results in rapid shortening of the 
core-box life. Where vertically-parted boxes are
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used, it then becomes essential to use automatic 
clamps. Every precaution should be taken to ensure 
tha t' the whole of the ribbed section of the 
core-box should be registered along its entire 
length against the machined face of the clamp. 
This, together with baffling, provides a constant 
protection against sand and air forcing a passage 
between faces of the core-box, and neglect to pro
vide such outer facing will result in expensive 
repairs.

The totally enclosed and horizontally parted 
core-box with baffles has been found to give the 
best and most consistent results; the life of the 
box being good, and repairs amounting to only 
minor adjustments and replacements, e.g., of vents, 
blow-tubes, protecting pieces, etc. It may be 
argued that this type of box demands the use of 
driers, or shells, but here it is suggested that this is 
not a deterrent, but a distinct advantage. More 
than one can hope to achieve is a really good 
flowable sand, combined with a high or reasonably- 
high green strength. I t is appreciated that these two 
sand characteristics do not combine, so ultimately, 
unless shells are used there is ever present the 
danger of sagging. It is appreciated also that the 
cost of the apparatus suggested is heavy, but on the 
production figures obtainable, associated with re
duced rates per piece, the initial outlay may be 
quickly recovered. It is true to say that a core
blowing machine is only as efficient as the equip
ment surrounding it, thus the necessity for high 
initial expenditure is made clear.

Where a foundry is employed on repetition work, 
and the executive decides that orders on hand 
justify metal pattern and core-box equipment, then 
it is suggested that provision should initially be 
made in the master patterns for adapting the core- 
box for the core-blower should the necessity arise. 
By utilising standardisation as described, it should 
be possible to offer a complete range for production 
requirements.

Driers or Shells
As will be appreciated from previous remarks, 

shells play a very important and prominent part 
in core-blower equipment, and as with the core- 
box, care in their construction and preparation of 
design will be well repaid. Shells are constructed 
frequently of aluminium, the clearance between the 
core and shell being kept to a minimum, the maxi
mum clearance at any point being xV in. This 
ensures that an accurate reproduction of the core- 
box is obtained, and a core conforming to close 
tolerances can be produced easily and rapidly. The 
location of the shell is usually effected by the 
normal register of male dowels, which are Ą in. 
less height than the half core-box. Provision is 
made in the master pattern for vent holes to be 
incorporated in the production drier, a very impor
tant factor, especially for the larger cores. Great 
care must be taken when sampling shells to ensure 
a perfect seating at strategic location points, other
wise costly castings will be scrapped. The quantity 
of shells required will be controlled by the rate of 
production allied to the time-cycle of the core 
stove. Also, when considering quantity, one should

bear in mind that less reinforcing of cores is used 
when blowing; consequently it is desirable to allow 
cores to be cool before being removed from their 
shell, this preventing breakage at weak points.

One of the outstanding characteristics of core
blowing machines, operating over a period of two 
years, sometimes both night and day, was the small 
amount of maintenance that had been necessary, a 
factor that must not be overlooked. Possibly the 
chief contributory factor towards this was cleanli
ness, coupled with regular inspection and intelli
gent training of machine operators to use and 
understand the primary features of their machine.

At this stage, many readers may be wondering 
whether core-blowing is worthwhile; however, it is 
suggested that if orders are large enough and the 
producers are prepared to incur the cost of good 
equipment, then there is every reason to attempt 
core-blowing, which does undoubtedly open up 
new avenues of production. Given well-designed 
core-boxes, sufficient air pressure and volume, to
gether with reasonable working conditions, it is 
contended that almost any medium-size core may 
be blown either wholly or in part. Having success
fully produced a small quantity of cores by the 
blower, it is not sufficient to consider that all jobs 
can be tackled with confidence. From  experience, 
it is advocated that any job going into production 
requires careful examining during the initial period, 
as unexpected obstructions occur, despite careful 
sampling, but by careful study and common sense, 
these snags may often be surmounted. This Paper 
is not presented in the vein of saying how to, or 
how not to blow cores, but is intended to convey 
methods and practices carried out under production 
conditions.

Boosting Production
Where maximum production is required, many 

methods of boosting are available. The number of 
operators to each machine will depend upon the 
layout of accessories to the machine. Three or four 
operators are usually sufficient, but as conditions 
change so must the disposition of labour vary 
accordingly. The common factors controlling the 
quantities of boxes and labour, are as follows : —

(1) Sand supply; (2) ease of removal of the box 
from the machine; (3) number of loose pieces; (4) 
applying the shell and the turnover operation; (5) 
cleaning the box; (6) applying the vent and reinforc
ing rod, and (7) closing the box and returning it to 
the machine.

By the use of teams of operators, core-boxes may 
be placed rapidly under the blowing head (3 per 
min.), blown and discharged for stripping, and any 
operator will appreciate at this stage, good design 
and light core-box construction. Machines should 
be located as near as possible to core stoves, and 
their production should not be impeded by lengthy 
conveyor leads. A closed-circuit roller conveyor 
passing under the blowing head and forming a 
circuit around the machine provides a useful aid 
to production, the operators working on the outside 
of the circle. Whilst stress has been laid upon 
team operation of core-blowers, the use of one 
operator per machine must not be overlooked, or
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Cnre-bloiver A p p lic a tio n  a n d  O pera tion

even underestim ated . P roduc tion  figures fo r one 
o p e ra to r a re  h igh , an d  a re  an  im p o rtan t fa c to r d u r
ing in itia l a ttem p ts  a t  core-blow ing.

S torage o f  cores in rela tion  to  the fo u n d ry  co n 
sum ption  m ust be  carefu lly  considered, especially 
w here cores p roduced  o n  a given day  a re  no t used 
un til two o r  th ree  days hence. A m ple rack  facilities 
should  be ava ilab le  to  p ro tec t cores against ab rasion . 
H eating , lighting, a n d  heigh t o f  sto rage should  be 
carefu lly  con tro lled  to assist in preserving the 
quality  o f  cores and  fo r facilita ting  the ir rem oval 
a t conven ien t times.

C onclusion
T o sum  up, the fo llow ing m ay be suggested as 

useful guides to  follow  fo r good core-blow ing 
p ra c tic e : —

(1) C leanliness;
(2 ) free-flow ing sand;
(3) co n stan t a ir  p ressure;
(4) am ple vo lum e o f a ir;
(5) rem oval o f  sh arp  co rners;
(6 ) b rea thers used w ith d iscretion ;
(7 ) b low ing holes as sm all a s  possible;
(8) regu la r checking o f m achine an d  boxes, an d
(9) com m on sense.
M any  m ay  h av e  b e tte r m ethods an d  ideas ap p e r

tain ing  to core-b low ing , a n d  constructive  rem arks 
du ring  discussion will be m uch apprecia ted .

F inally , the A u th o r w ishes to  th an k  th e  d irec to rs 
and  m anagem en t o f L ey’s M alleab le  C astings C o m 
pany , L im ited , fo r perm ission  to  p ub lish  th is Paper.

V ote o f Thanks
T h e  P r e s i d e n t  said  th a t M r. F earfie ld  had  

adop ted  a som ew hat apo logetic  a ttitu d e  w ith regard  
to  the practical n a tu re  o f  h is P aper, bu t th e  L anca
sh ire  b ran ch  particu la rly  w elcom ed the p ractical 
c h a rac te r o f  his con tribu tion .

M r. F. W. N i e l d  proposed th a t a very hearty  
vo te  o f thanks be accorded  to M r. F earfie ld  fo r his 
Paper, rem ark ing  th a t w h a t w as desired  by  the 
m em bers o f  th e  In s titu te  generally  w as P apers  p re 
pared  from  a sim ilar p rac tica l po in t o f  view. H e 
h ad  h im self learned  a  very im p o rtan t th ing  during  
the cou rse  o f  th e  lecture , nam ely , th a t core-blow ing 
w as a  specialised process in the found ry  industry . 
C ore-b low ing  m ust necessarily  be a scientific process 
w hen th e re  had  to be 18S vents in a core  box. T hey  
had  h eard  so m uch  o f  the h igh  degree o f  A m erican  
productiv ity  th a t it seem ed like a b rea th  o f fresh  a ir 
to  learn  o f  the excellent p rogress w hich had  been 
m ad e  in G re a t B rita in . C ore-b low ing  appeared  to  
be  as well advanced  in this co u n try  a s  it w as in 
the U n ited  S tates.

M r. G . L a m b e r t  seconded the vote o f thanks , 
observing th a t M r. F earfie ld  h a d  m ade  it q u ite  c lear 
th a t he  w as an  ex p ert in  core-blow ing.

T he  vote w as carried  unan im ously  by acc lam a
tion , and  suitably  acknow ledged  by the lecturer.

D ISC U SSIO N
M r. H u l m e  m entioned  th a t he  had  visited Leys 

M alleab le  fou n d ry  w ith w hich M r. Fearfield  was 
associated , a n d  had  seen the m achines w ork ing , 
successfully. P ersonally , he h a d  experienced  co n 
siderab le  tro u b le  w ith  d is to rtio n  o f the d ry in g  shells 
in  passing th rough  the ovens. C ould  M r. Fearfield  
s ta te  w h a t life h e  expected?

M r. F e a r f i e l d  said his firm  had never had  trouble 
w ith the life o f  a d ry ing  shell. T h e  long-pole job , 
w hich w as the first one m ade, lasted  2{  yrs. T he 
only  th ing  requ ired  w as to  send the shell fo r  s tra igh t
ening ab o u t once every six m onths. A s regards 
d is to rtio n  and  d im ensional d iscrepancies o f the 
c o n to u r o f  th e  d rie r, no  tro u b le  a t  a ll w as experi
enced. W ith ra th e r leng thy  cores there  w as bending 
b u t beyond hav ing  the job  straigh tened  there  w as no 
m ore  trouble.

M r .  T a t e  e n q u i r e d  w h e th e r  th e r e  h a d  b e e n  a  
c h e c k in g  o f  t h e  w e ig h t  o f  a h a n d - r a m m e d  c o r e  a s  
c o m p a r e d  w ith  a  b lo w n  c o re .

M r. F e a r f i e l d  said  there w as very little  difference 
b u t the blow n co re  was slightly heav ier. A s to 
d im ensional accuracy , on the ir d ry ing  shells as 
nearly  as possib le, only  Vs in. to le rance  a t th e  to p  
o f  the jo in t w as allow ed.

A  M e m b e r  asked  if th e  p ressure in the corebox  
h a d  been m easured .

M r .  F e a r f i e l d  replied  th a t an  a ttem p t had  been 
m ade unsuccessfully  to  do  this. H e fe lt th a t a ques
tion  o f volum e w as involved as well as o n e  o f 
pressure.

R esin-bondcd Cores
M r. C o l w e l l  w as in charge  o f  a ba ttery  o f co re

blow ers, using fine sand and  phenolic  resin , and  
w ork ing  w as very successful. N o gas vents w ere 
inserted  in th e  cores, and  they d ried  in 55 m in. a t 
350 deg. F  (177 deg. C). T h e re  w as very little 
tro u b le  experienced in th e  fo u n d ry  w hich o f  course 
was dealing  w ith  m alleable  m ateria l. H ad  M r. F ea r
field any  experience w ith  resin -bonded  sand?

M r. F e a r f i e l d  answ ered  th a t his fo u n d ry  had  
used  resins w ith  success, a  typical m ix tu re  being 
C ongleton  sand 168 lb ., cereal 13 lb. and  resin 1$ 
lb. T he  tensile stren g th  o f the cores w as 124, 126, 
a n d  128, repeated , and  the ie  was a  scratch  test a t 
70 to  80. A  fine sand  proved ra th e r sticky.

M r .  C o l w e l l  had  experienced a  g rea t deal o f 
stick ing  and  had  tried using paraffin  and  all k inds 
o f  pow ders an d  sands. O ne day , in sheer d esp e ra 
tion , he  tried  ru b b in g  the box  w ith co ld  w ater. 
T h is  w as qu ite  successful. T h e  co rebox  w as now  
ru bbed  w ith co ld  w ater, the film w ashed off an d  the 
co rebox  polished w ith  a  very  d ry  c lo th , and  the 
trea tm en t w as sa tisfac to ry  fo r qu ite  a  long tim e.

M r .  F e a r f i e l d  said  th a t his firm  soaked  the co re
boxes and  cleaned the vents. A  g reat deal o f  troub le  
w ith  core-b low ing  occurred  w ith  the sand , b u t qu ite  
fran k ly  no serious troub le  h ad  been experienced. 
N o  a ttem p t w as m ade to  w ash o r clean  the co rebox  
w ith  paraffin .

M r .  L a m b e r t  m entioned  th a t th e  In s titu te ’s tech 
n ical council w ould  be issuing very soon  a rep o rt 
ab o u t the use o f  synthetic-resin  fo r core-m aking
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which would contain a summary of the experience 
of a very large number of users.

M r . R e y n o l d s  a s k e d  f o r  d e ta i l s  o f  th e  c o r e b o x  
v e n ts .

M r . F e a r f ie l d  said the illustrations were more 
or less self-explanatory, one type being the slatted 
vent. There was available a certain thickness of 
the slatted-type vents, and it was possible to file or 
cut down to the shape of any gauze profile. If it 
was flat material it could only be bent so far. With 
very rapid blowing, such vents blew away. Rein
forcing rods were bent to a master jig situated at 
the end of the table at which the operator worked. 
It was quite a simple and effective arrangement.

U se o f R eclaim ed Sand
M r. H. H a y n e s  had been very much impressed 

with the subject-matter of the Paper as he considered 
himself to be an amateur in core-blowing. It was 
extremely interesting to learn of the speed at which 
the work could be done, and also to be assured that 
the Americans could not excel the workers in this 
country in that respect. He had been recently study
ing the machine used in conjunction with reclaimed 
sand, which it had been said was impossible. As 
the result of using common sense he had now got 
into the knack of blowing with reclaimed sand, 
though not at the speed which had been mentioned 
by the lecturer.

Mr. Fearfield had no doubt heard about cores 
having “ whiskers ” which were present owing to the 
occurrence of strains. Did he get any such strains 
in his cores after they had been blown?

M r . F e a r f ie l d  said that the answer to the question 
was if you blew the core, you blew the core and the 
cores should not need to be touched after they were 
blown. The only core which was re-touched was the 
pole core of which an illustration had been shown.

The use of reclaimed sand was merely a matter 
of technique, and any difficulty associated with it 
could be solved by dint of practice. Possibly there 
was no one in the room who could definitely say 
how to blow a core, because each one had its own 
individual characteristics. The start had not been 
made with high speeds; those had been achieved over 
a period of years. The pole core really represented 
his firm’s initial experiment, and the present speed 
with which it could bs produced by the three opera
tors was entirely a matter of technique. When they 
were blown on the machine the cores were suffi
ciently strong for ordinary use.

M etal or W ooden Coreboxes
M r . A in l e y  a s  a  p a t t e r n m a k e r  s a id  w o o d e n  c o r e 

b o x e s  d id  n o t  a p p e a r  to  b e  s u i ta b le  e v e n  th o u g h  
th e y  w e r e  s te e l  f a c e d  so  t h a t  th e y  w o u ld  k e e p  th e i r  
s h a p e  a n d  o n ly  m e ta l  c o r e b o x e s  w e re  s a t is f a c to ry .

M r . F e a r f ie l d  answered that it was almost as 
cheap to make metal coreboxes, but with the 
cartridge-type of core-blower wooden coreboxes 
could be used. He had in mind a job made at the 
rate, of 450 per hour, with a little modification to 
the machine, and by the addition of vents to the 
wooden corebox. Adding aluminium and pieces of

cast iron to the corebox would of course add to its 
weight, and perhaps, make it rather more difficult 
to handle. On the other hand, if a master pattern 
could be made in the first instance, providing there 
was a suitably equipped machine-shop and pattern- 
shop available, it would be far less trouble to make 
a metal box. His firm, of course, were in the fortu
nate position of having a really good patternshop. 
The core-blower was only as efficient as were the 
accessories around it.

M r . W a l l w o r k  enquired concerning the econo
mics of core-blowing. What were the smallest 
numbers that Mr. Fearfield would consider blowing, 
and also what was the number normally blown.

M r . F e a r f i e l d  assumed that Mr. Wallwork re
ferred to the vertical machine and not the cartridge 
type. Considering the manufacture of a special core
box for core-blowing, he would say 1,000 off was the 
minimum. A t the end of the 1,000, if the job was a 
repetition one, it could soon be found out whether 
there were possibilities of further blowing the core. 
It was not possible to define what should be hand- 
produced cores or blown cores. The more that were 
made as time went on, the more the overheads would 
decrease by leaps and bounds.

A real problem with wooden coreboxes was not 
due to abrasive action but to the effect of moisture. 
As the wood tended to absorb moisture there was 
not possible the rapidity of draw associated with 
a metal box.

Answering another questioner, Mr. Fearfield said 
he had had no experience of metal spraying on the 
working surfaces of coreboxes.

Leicester Productivity Meeting
Organised by the Leicester and District Ironfounders 

Employers’ Association, on February 16, an interesting 
gathering took place in the Kings Hall a t the Grand 
Hotel, Leicester. Over one hundred and forty iron
founders, including directors, foremen, shop stewards 
and representative workmen met together for a meal, 
lectures and discussion w ith a view to increasing pro
ductivity. Guests present included Mr. Craddock, 
secretary of the Leicester and District Engineering 
Employers’ Association, and Mr. Brooks, area repre
sentative of the Foundry W orkers’ Union. The visiting 
speakers were Dr. H. T. Angus of the British Cast Iron 
Research Association, and Mr. H. B. Farm er of Rice 
& Company (Northampton), Limited, both of whom 
had been members of the team which visited the United 
States about a year ago to study the reasons for the 
higher output per man obtained there. They were 
preceded and introduced by the leader of the team, Mr. 
S. H. Russell of Leicester. Mr. Farm er illustrated his 
remarks with lantern slides prepared from photographs 
taken in America. The chairman. Mr. C. M. W arren, 
kept the proceedings as informal in character as pos
sible, and after the speakers had introduced the subject 
he threw the meeting open for questions and comments. 
This could have continued much longer than was 
possible, and it was with regret that the chairman had 
to close the meeting after a vote of thanks had been 
proposed by Mr. Taylor.

B e c a u s e  o f  n a t io n a l is a t io n , the employees of the 
Lanarkshire Steel Company, Limited, M otherwell, may 
be deprived of their diamond jubilee celebrations, which 
should take place next month.
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Book R ev iew s House Organs
“ Basic Refractories,” by J . R . Rait, D.Sc. Published 

by lliffe & Sons, Limited, Dorset House, Stamford 
Street, London, S .E .l. Price 60s. 8d.

Dr. Rait is well known for his writings and thoughts 
on the constitution of basic refractories, and in  this 
book he has collected together surely all the published 
and much o f his own previously unpublished inform a
tion on the thermal-cquilibrium chemistry o f those 
oxides which make up the basic refractory, used and 
unused.

For the specialists in such studies, and in  promoting 
a more scientific outlook towards a ll refractories, not 
only basic, the A uthor has performed a welcome service. 
To the general reader, however, it is rather unfortunate 
that on the whole the book reads as a  long, highly 
referenced Paper to a technical journal or, as the 
abstract indicates, as a thesLs for a doctor’s degree. It 
is essentially a reference manual, full o f facts, results, 
theories, and detailed criticisms o f o ther published 
work. The student, m anufacturer, o r user who buys 
this volume may well find his thoughts expressed in 
one o f the verses of Hilaire Belloc:

" The question’s very much too wide,
And much too deep, and much too hollow,
And learned m en on either side 
Use arguments we cannot follow.”

It is im portant to bear in mind that the information 
contained in “ Basic Refractories ” has taken many 
years to collect and tha t even the latest inform ation 
must be a few years old. These few years have been 
vital in the development o f basic refractories, par
ticularly in the production of magnesia from sea water 
and in the m anufacture o f chrome-magnesitc bricks 
for the all-basic furnace. Dr. Rait has unavoidably 
missed a great deal o f this post-war development and 
the book is, therefore, to some extent already dated. 
It is rather alarming, for example, to turn to Table 31 
for “ typical ” seawater magnesia analyses and find 
some twenty samples o f “ Britmag ” listed with an 
average lime content o f nearly 6 per cent.! A part 
from the unfortunate use o f an accepted brand name, 
no basic refractory m anufacturer would use such high 
lime material to-day when “ typical ” British seawater 
magnesia figures are down to alm ost 2.5 per cent.

The section on performance o f basic refractories is 
interesting and instructive in its approach to the 
problem and in the treatm ent by the Author. Dr. 
R ait’s theories o f mechanism o f wear will not find full 
acceptance by all technologists, but his views are at 
least respected and stimulating. The price of £3 for 
“ Basic Refractories ” is further proof that the cost 
of some technical books is to-day reaching fantastic 
levels. In .spite o f this there are many who should 
have a copy on their shelves.

The Practical Engineer Pocket Book (63rd year of 
issue). Edited by Mr. P. W. Moore. Published 
by Sir Isaac Pitm an & Sons, Limited. Parker 
Street, Kingsway, London, W.C.2. Price 8s. 6d. 
net.

A book which has been published for such a long 
period must obviously have much to commend it. i t  
is set ou t in 22 chapters very much like an  ordinary 
text-book, but carrying mainly tabular matter, except 
in such sections as metallurgy where description has 
been used. A small French and G erm an technical 
dictionary has been included, but the foundry side 
has been virtually neglected. This pocket book runs 
to about 750 pages, a mass^ which largely defeats its 
object. It is however sufficiently light in weight for 
an erector o r mechanic to pack in his suitcase when 
jobs take him away from his workshop.

Albion Works Bulletin, Vol. 8, N o. 1. Issued by John 
H arper & Company. Limited, A lbion Works, 
Willenhall, Stalls.

The influenza epidemic has caused a record high 
absenteeism throughout the works in recent weeks—a 
feature no doubt experienced generally. This issue, 
it is pleasing to record, details the considerable reduc
tion in scrap returns from customers in 1950 as against 
1949. This constant striving after quality is a  m ajor 
factor in keeping castings really competitive with com
ponents made from other materials. The issue as 
usual records the various social activities o f the works 
and news o f the personnel.

Murex Review, Vol. 1, No. 7. Published by Murex, 
Limited, Rainham , Essex.

This issue opens with a long article on Pioneers o f the 
Modern Steel Industry. It makes interesting reading, 
but is somewhat unbalanced as the name o f Hadfield 
has not been included. A  second describes heat- 
resisting steels— heat-treatable, ferritic and austenitic 
are all covered. A few well-chosen abstracts com 
plete the issue.

Broomwade News Bulletin, Vol. 14, No. 1. Published 
by Broom & Wade, Limited, High Wycombe.

This issue carries an announcem ent of a 45,000 
sq. ft. additional manufacturing space, and an illus
tration shows the new shop in course of erection. 
Much o f the balance o f the contents is taken up with 
accounts o f the efforts o f the firm’s agents to promote 
sales.

The Iron Worker, Winter. Published by the Lynchburg 
Foundry Company, Virginia, U.S.A.

This issue is a vivid reminder that tobacco comes 
from  Virginia and half the issue is devoted to this 
industry, which was started in 1612. In the balance 
there are views and news—well illustrated—about the 
doings at the plant.

Publications R ece iv ed
The Use of Aluminium Alloys in Structural Engineer

ing. Published by the Aluminium Development 
Association. 33, G rosvenor Street, London, W .l. 
Price 2s. 6d.

This brochure assumes the aspect o f a high-grade 
magazine. It is frankly publicity for aluminium, but 
it carries a t the end a fair quantity o f tabulated strength 
data. The two sections merit rather different treat
ment. The magazine part is designed to interest the 
reader, whilst the second is for conservation for future 
reference and application. Both sections are very 
nicely presented, yet the reviewer thinks that a  well- 
bound data book, minimising the lettered specifications, 
would be welcomed by the designer to be a companion 
to the one they invariably possess covering steel 
sections.

Anuario M etalurgica de Zaragoza. Published by the 
Sección Económica Sindicato Provincial del 
M etal, Av M arina M oreno, Zaragoza, Spain.

This book covers the whole of the engineering 
industries o f thé city o f Zaragosa. Amongst them are 
21 iron and 29 non-ferrous foundries. It is' very 
nicely presented, and we suggest the various Chambers 
of Commerce should write for a copy.
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Suspension and Biscuit S trength of 
T itanium  Enamels"

Discussion of M r H . Laithwaite’’s Paper

Following the presentation of the Paper on 
“ Suspension and Biscuit Strength of Titanium 
Enamels ” at the Annual Meeting of the Institute of 
Vitreous Enamellers the C h a ir m a n  (Mr. C. P. Stone) 
said there was no doubt the subject of Mr. 
Laithwaite’s Paper was very important from every 
point of view. Before he put the Paper to dis
cussion he would like to stress two items. One was 
the importance of clay and it was hoped by investi
gation to make available to the Institute a consider
able amount of information.

The second point was the importance of water 
used in the milling of the enamel. It was found that 
different results with enamels were obtained in 
various parts of the country with the same grinding, 
and the reason for this was obvious, and had been 
confirmed by experiment. Water hardness varied 
from 10 parts per million at Keighley in Yorkshire 
to 400 parts per million in Leamington and this 
affected the mill addition considerably. Whilst, 
generally speaking, water hardness for a district was 
consistent, in the case of Liverpool, which took its 
water from four sources, it varied from 11.2 parts 
per million to 283 parts per million. This could 
account for considerable variation in results in the 
same town. I t  was hoped that this subject would 
receive the consideration of technicians and possibly 
the lectures at the Spring Conference would throw 
some light on this with advantage to the Institute.

D r . J .  E . H u r s t  ( p r e s id e n t )  a s k e d ,  w i th  r e g a r d  to  
b is c u i t  s t r e n g th ,  w a s  th e  p r o p e r ty  m e a s u re d  p u re ly  
th e  s t r e n g th  o f  th e  a c tu a l  b is c u it  a n d  n o t  th e  
a d h e s io n  o f  th e  l a y e r  to  t h e  m e ta l  u n d e r n e a th .

M r . L a it h w a it e  s a id  o n e  o f  th e  th in g s  th e y  h a d  
b e e n  c o n c e r n e d  w ith  in  t e s t in g  w a s  to  g e t  a  c le a n  
b r e a k  in  t h e  b i s c u i t  l a y e r  i t s e l f  a n d  i t ,w a s  f o u n d  in  
p r a c t ic e  t h a t  t h e  c o a t in g  d id  n o t  s t r ip  f ro m  th e  
m e ta l .

D r . H u r s t  s a id  i t  s h o u ld  b e  r e a l is e d ,  th e  f o rc e s  
r e s p o n s ib le  f o r  th e  a d h e s io n  w e r e  n o t  t h e  s a m e  a s  
th o s e  r e s p o n s ib le  f o r  t h e  b r e a k in g  s t r e n g th .

Drying
M r . S . E . A. R y d e r  asked, when Mr. Laithwaite 

dried the layer of enamel, was it necessary to put 
the whole apparatus into the oven? Another point, 
when breaking the film of dried enamel on the disc, 
was there not a certain vacuum effect to be over
come and had that any effect on the results? He 
presumed from the description of the apparatus that 
there was no enamel between the disc and the plat
form, would Mr. Laithwaite confirm this?

I n  c o n n e c t io n  w i th  t h e  e x p e r im e n ts  in  w h ic h  
m i l l in g  t im e  W as v a r ie d ,  t h e  f in e n e s s  o f  th e  p a r t ic le s

* Paper presented to the 1950 Conference of the Institute of 
Vitreous Enamellers a t H arrogate and printed in  the j o u r n a l ,  
February 1, 1951.

in the milled frit also varied, of course, and he 
would have thought that the effect of the particle 
size was probably of greater importance than the 
effects of the electrolyte or other ingredients. He 
would also like to know what was meant by the 
Na:0  content of the mill liquor; was it the total 
amount of sodium in solution or was it the 
titratable alkali?

M r . L a it h w a it e  said the drying was done in an 
ordinary laboratory oven; it was important that it 
should not be done too quickly, but it had to be 
done thoroughly. There was no suction effect be
tween the disc and the platform; both were perfectly 
ground and nothing could get between them. He 
had been interested in finding whether enamel finer 
than normal would improve the biscuit strength, but 
the figures did not show that. With the long mill
ing times—ten or eleven hours—the enamel was 
very fine—finer than needed for commercial pur
poses. While fineness would obviously have some 
effect on the intrinsic strength of the enamel, the in
vestigators were mainly concerned with the electro
lyte effects, which seemed to be of far greater im
portance. .

Effect o f Urea
M r . S. H a l l s w o r t h  said Mr. Laithwaite had dis

agreed with the American viewpoint on the addition 
of urea. It was somewhat surprising to find that he 
had found the addition did not affect biscuit strength, 
particularly when he mentioned that he had tried it 
on a production scale in addition to his tests. He 
himself had found that urea did help, and increased 
the biscuit strength. He would like Mr. Laithwaite’s 
further remarks on this matter.

M r . L a it h w a it e  stood by his earlier remarks. 
Their results had proved so contrary to all prog
nostications that they obviously had checked them 
very carefully and he was quite satisfied that the 
results achieved were reliable. It was possible that 
in practice the urea might affect other properties 
beneficially. His company preferred the use of urea 
to sodium nitrite, which was undesirable in its 
secondary effect in some cases. Urea seemed to 
prevent tearing troubles, but he was sure it had no 
effect on biscuit strength.

D r . H. W. W e b b  (past-president) congratulated 
the Author on his interesting and ingenious approach 
to the subject. Since it was clearly a preliminary 
exploration of the field, he had no doubt that many 
of the points which had struck him in listening were 
already in the Author’s mind for subsequent inves
tigation. Some of the work with which he had been 
associated in ceramics, however, had some bearing 
on the lines of working and it might be helpful if 
he commented briefly on them.
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Grain Size and Effect o f Alkali
There was shown a curve of the relationship be

tween milling time and film strength. (Dr. Webb 
found a little difficulty in using the term “ biscuit 
strength,” as “ biscuit ” in ceramics meant clayware 
which had been fired once.) Milling time, in fact, 
involved at least three variables: —{a) g'rain size and 
hence packing density and surface of contact; (b) 
content of particles of size below the colloid limit 
which affected the thickness of the water film and 
drying shrinkage; (c) alkalinity developed in the 
suspension and consequently the degree of defloc
culation of the suspension. All these factors affected 
film strength. Dr. Webb did not propose to dis
cuss them in detail, but merely referred to one or 
two general points which might be of interest. First, 
if one ground a mixture of non-plastic materials of 
ordinary commercial fineness and a very limited 
amount of plastic clay, the tensile strength of the 
dried product would increase at first to a maxi
mum and then fall. The result was probably ex
plained by the increase in surface of the non-plastic 
particles resulting in a system in which there was 
insufficient clay to coat the particles with a con
tinuous film. (The increase of surface of normal 
plastic clay on further grinding was very small, as 
the bulk of the particles were already below the 
colloid limit of size.)

If an aqueous suspension of non-plastic material 
and clay were deflocculated (e.g., by alkalis), the 
tensile strength of the dried product would decrease 
with the increase in the degree of deflocculation. The 
two curves (viscosity and tensile strength) were 
almost parallel when a defiocculant such as sodium 
carbonate was used. By contrast, if a suspension 
of non-plastic materials and clay were flocculated, 
e.g., by CaCl; or MgSO,, the film strength of the 
dried product would increase. There were also 
secondary effects on defects such as cracking or 
tearing, as he thought the enameller called it, which 
he would not pursue.

The effect of a high proportion of sub-colloidal- 
size particles in non-plastic materials was rather 
peculiar. Owing to the greater thickness of the 
water film (which was, of course, influenced by the 
ions present), the material developed a greater dry
ing shrinkage without any corresponding increase in 
tensile strength and consequently tended to crack 
more readily.

Dr. Webb then made a plea for getting away from 
screen tests as a measure of fineness. The really 
important grain sizes were those which passed easily 
through the 120- or 200-mesh sieves used. The 
small amount of coarse residues left on such sieves 
was not a good indication of the size distribution 
of the material which had passed through, and he 
doubted if it could be used in establishing any really 
scientific relationship with other., factors. He had 
spent some time working out rapid methods of esti
mating the finer grain sizes, so that the previous 
criticism that such measurements took too long no 
longer applied.

Organic Additives
The use of additives, organic and otherwise, to 

give greater film strength to enamel must, of course, 
be well known. In ceramics the use of a chlorinated 
dextrin known under the trade name of Amisol had 
given good results; likewise, a cellulose sulphite lye 
(sold under the trade name of Likstract or in an
other form as Totanin) and polyvinyl acetate were 
also used. Some of these caused increased cost, of 
course, and methods of developing film strength by 
suitable clays and treatment and the right floccu
lating conditions should be tried before falling back 
on organic additives. He found it difficult to explain 
why some organic materials had such a profound 
effect on the tensile strength of a substance such as 
clay, and it offered an interesting field for research 
work, since it did not appear to be related to the 
quality of the additive as an adhesive.

Dr. Webb suggested that in quoting N aa0 : B 30 3 
ratios in relation to enamel slips, the ratios used 
should be molecular ratios and not ratios of per
centages of each. In that way the figures could be 
much more informative. Finally, Dr. Webb said, 
although the Author had found that there was no 
obvious relationship between viscosity and film 
strength, he thought that the possible relationship 
between thixotropy and film strength might be in
vestigated in some future work.

M r. L a it h w a it e  agreed with Dr. Webb’s re
marks in regard to milling time and the practice 
involved, but his difficulty, in such a big field, 
was to pick the portion on which to concentrate. 
Rightly or wrongly, he had expended most of his 
effort on the effects of electrolyte additions.

Screen Tests
On the question of screen tests for fineness he 

could not altogether agree; he felt that basically 
both were after the same sort of information, but 
thought the viewpoints of the ceramic industry 
and the vitreous-enamelling industry were a little 
different. Generally speaking, enamellers did not 
mill their materials as finely as their opposite 
numbers in the ceramic industry. Slurries had been 
prepared by milling in different ways and different 
relative amounts of various particle sizes were ob
tained, with the same screen tests, but for practical 
purposes there was no appreciable difference in 
their behaviour. There was therefore no strong 
reason to induce enamellers to abandon the screen 
test; it had the merit of being quick and satisfac
tory. He had used Amisol and agreed it was very 
good, but a personal opinion was that enamellers 
only wanted biscuit strength up to a point and 
beyond that the higher biscuit strength of ceramics 
was a hindrance. T oo high a strength in enamel 
defeated the object because, having put enamel on 
and dried it, part of it had to be brushed off. Also, 
too high a strength led to tearing. His own reaction 
to Amisol was that it was effective but more costly 
than other means available. With regard to the 
organic reactions, Dr. Webb had touched on a 
most interesting field. In progress at the present 
time in his own organisation was a much larger
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investigation on the relationship between viscosity 
and other properties of slurries, as part of a long
term programme.

Practical Requirements
M r . E .  J .  H e e l e y  asked about the term biscuit 

“ strength ” and thought some qualification was 
desirable as it appeared that the “ shear ” stress was 
being measured. The property of interest to the 
enameller was the ability of the biscuit to withstand 
handling without being damaged, and in this con
nection he would like to know if the shear stress 
was a suitable criterion.

M r. L a it h w a it e  agreed that the term “ biscuit 
strength ” was used because it was familiar to the 
industry. The measure was of the ultimate shear 
strength of the material. His criticism of the 
American work was that the Americans did not 
measure tensile strength. Their bending test and 
determination of the amount of run-back in the 
enamel layer he thought was not a measure of 
anything relating to biscuit strength.

As to whether the conception of biscuit or shear 
strength was related to production, he had men
tioned that in one instance it had been related 
to practical experience.

M r . A. R. P a r k e s  asked if any observations were 
made of the atmospheric humidity when the tests 
were made, as this was surely a significant variable. 
Why was 100 deg. C. chosen for the drying tem
perature? It was very difficult to dry material pro
perly at 100 deg. C. and residual moisture was 
said to be very critical in its effect. What degree 
of scatter of results would be caused by paying 
too little attention to those factors?

M r . L a it h w a it e  pointed out that the drying tem
perature quoted in the Paper should have been 
110 deg. C. That correction was worth making. 
As to the second point on humidity, he had men
tioned that dryness did affect the result. If the speci
mens were allowed to stand and to absorb water 
it was quite likely that they would lose strength.

In the work described, the specimens were tested 
immediately after drying.

Higii-tcmpcrature Effects
D r . G. T. O. M a r t in  was specially interested in 

the apparatus descrioed and its development. In 
the discussion of the effect of urea, perhaps 
biscuit strength was being confused with biscuit 
hardness; urea undoubtedly minimised tearing. It 
would be useful to study the change in biscuit 
strength with change in temperature, and to see 
what happened as the temperature was raised and 
combined water was lost from the clay. It might 
be that effects not apparent at room temperatures 
became obvious at high temperatures.

M r . L a it h w a it e  had not investigated this aspect. 
The point was interesting and he preferred to con
sider it further before expressing a final opinion 
but he saw no immediate reason for altering his 
conception of biscuit strength. Ware was handled 
in production and in brushing-off' and, if that 
operation could be performed safely that was the 
criterion.

M r . A. B i d d u l p h  said so often in the past techni
cians had concentrated on developing the frit and 
neglected the use to which the frit was put in the 
faotory. While improvements in frit were neces
sary and were proceeding, he knew as a working 
enameller that even with a very good frit, unless 
the milling was satisfactory it could give a poor 
finish. The consideration of adequate biscuit 
strength and titania opacity he thought was a 
result of problems caused through the modern 
practice of using thinner enamel coatings and re
duced amounts of clay to procure adequate acid 
resistance. The old type of enamel stood up to 
considerable abuse in handling and titania 
enamels milled and applied in the same way gave 
good results, but when later used with less clay 
their biscuit strength was not so good. While urea 
may not add to biscuit strength it may help to heal 
the damage at a later stage. In the use of urea, 
the suggestion that it should be added after milling 
was not sufficiently explicit. It should be added, 
surely, just before actual spraying.

M r .  L a i t h w a i t e  confirmed that modern enam
els were intrinsically weaker than the older types. 
Urea hydrolysed very quickly and should certainly 
be added immediately before application and not 
immediately after milling, which p e r h a p s  his Paper 
seemed to suggest.

Drying Procedure
M r . B a r k h o u s e , speaking on behalf of the prac

tical enamellers, was disappointed to find so little 
attention given to drying procedure and its effect 
on the biscuit strength; it was the speed and tem
perature of drying which were critical. To his 
mind too-rapid drying was the reason for the 
failure of titanium enamels to stand up to normal 
handling during the brush edging operations.

M r . L a it h w a it e  reiterated that the w ork,w as 
not complete. Very recently his firm had put on 
order quite an expensive piece of equipment for 
drying under carefully-controlled conditions. The 
present experiments were carried out in the labor
atory under more or less standard drying condi
tions and the drying time was not really short. 
He agreed from the practical point of view, that a 
drier in which the humidity was too low and the 
temperature too high produced surface drying, 
giving a sort of shell-like surface, which was brittle, 
broke in brushing and caused considerable trouble. 
They had not investigated that problem but hoped 
to do so.

M r . B id d u l p h  said the question had arisen 
recently as to how quickly one could dry a cream 
titanium acid-resisting enamel and what effect 
would drying very quickly have on the biscuit 
strength. A job was sprayed and immediately 
passed through a radiant heat drier. Complete 
drying was achieved in eighty seconds. The ware 
was then brushed in the normal way. and when 
fired showed no ill effects from  the quick drying. 
This system was now in use on production quanti
ties of ware.

Grinding
M r . T. T id d e r  was interested in the speed of 

grinding. He thought the frit particle size had a
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lot to do with the biscuit strength and investigation 
might show it was possible to get more even grind
ing over a longer period. In other words, the 
grinding time should be extended and the ball load
ing of the mill controlled. Was there any particular 
thickness of biscuit in the tests outlined by the 
Author ?

M r . L a it h w a it e  said that the tests were all 
carried out at or near a thickness of ten thousandths 
of an inch. The full conclusions of the experiments 
were not given in the Paper but were summarised.

A n o t h e r  M e m b e r  supported the view that grind
ing had a greater influence than was borne out by 
the Paper and also thought high-temperature tests 
would be useful. He considered that Amisol and 
polyvinyl alcohol both were useful for helping to 
withstand increased handling but that Amisol 
reduced gloss. Chemisol was used very widely in 
the ceramic industry and was markedly effective.

M r . L a it h w a it e  was of the opinion that the 
question of grinding was a big subject on its own. 
He pointed out that in Table I it was shown that 
though the titania enamels were finely ground they 
were not excessively so. It was not purely a question 
of the size of the particles, though he agreed that 
particle size must play a part. On the question of 
high temperature, it might be that the effect of the 
urea was as suggested. It obviously had some bene
ficial effect, but in his organisation the biscuit 
strength of titanium enamels applied thinly was low 
and to have put it on twice as thickly would have 
made it handle better. What effect the urea had at 
a higher temperature he would like to know and 
hoped to learn in the not too distant, future. He 
was satisfied that titanium enamels were not too 
strong in spite of finer grinding. The ground-coat 
tests* had not all been done at the same fineness, 
some had been prepared at a fineness down to 6 gm. 
retained on 200 mesh.

M r . J. H. G r a y  also stressed milling conditions. 
He mentioned the type and percentage of electro
lytes added at the mill would vary considerably 
depending upon the sort of enamel used and the 
work to be processed, also the biscuit strength of 
the enamel would have to be adjusted depending 
on the class of ware to be processed.

M r . L a it h w a it e  a g r e e d  t h a t  i f  “  b r u s h in g  ”  w a s  
n o t  r e q u i r e d  th e  p r o b le m  w a s  c h a n g e d .

W orthwhile Research
D r . H. H a r t l e y  underlined Dr. Webb's remarks 

on the need for tackling scientifically problems asso
ciated with the art of enamelling. It had to be 
realised at the outset that one was dealing with a 
complicated subject. The experimenter was faced 
with a problem of two competitive factors—particle 
size and electrolyte content. Being out of touch 
with the subject he was assuming that it was 
impossible for Mr. Laithwaite to vary both at will. 
Obviously, in his first attempt, he had tried to find 
a scientific basis for assessing the strength properties. 
The more discussion that was engendered, the 
better it would be for the technologist and the 
practical man. He was glad to have the opportunity

of endorsing the type of work Mr. Laithwaite was 
doing.

T h e  C h a ir m a n  said he had listened with great 
interest to the discussion and felt that the influence 
of clay and water had been dealt with at consider
able length and that the discussion had thrown a lot 
of light on the question of biscuit strength and 
suspension media. H e proposed a hearty vote of 
thanks to Mr. Laithwaite for his Paper, for the 
admirable way it had been presented, and for the 
way it had been received.

Institute o f Vitreous Enamellers
Southern Section

The annual general meeting of the Southern section 
of the Institute of Vitreous Enamellers was held at the 
Howard Hotel, London, on February 21. The chairman, 
Mr. A. B. K ent (Sterling Vitreous Enamels, Limited), 
who has held that position for the past two years, had 
intimated that he would be resigning from the chair 
and nominations had been invited from members to fill 
the vacancy. The only nomination received was in 
favour of Mr. J. H. G ray (Stewart & G ray, Limited), 
who was therefore unanimously elected to this office. 
Mr. John H ooper (Sheet M etal Industries) was unani
mously re-elected as secretary to the section and the 
executive committee, comprising Mr. B. B. Kent, Mr. 
J. J. Guy and Mr. W. E. Ebel, with the immediate past- 
president and honorary secretary as cx-officio members, 
was re-elected for a further term. The chairman, how
ever, expressed the view that he thought it would be 
in the best interests of the section if service on the com 
mittee was restricted to two years only, so that more 
frequent changes in its composition occurred, and this 
proposition is to be further considered. The new chair
man would take office from  the beginning of the 1951-52 
session in September.

Then followed a discussion on “ Some Practical Plant 
Economies in View of the Imminent Shortages of Fuel 
and Raw M aterials,” which was introduced and led by 
Mr. E. Williams. Several references were made to cur
rent practice which was wasteful of materials and equip
ment. and a num ber of suggestions were put forward 
for reducing losses by such practices. This part of the 
programme was concluded with a vote of thanks to Mr. 
Williams, proposed by Mr. Ebel and carried with 
acclamation.

Following the technical session, the honorary secre
tary announced that on March 7 the section w ould be 
the hosts of the Institute for a one-day meeting in 
London at which a Paper would be presented by Mr. 
K. H. Broadfield, at the Charing Cross Hotel, on " The 
Enamelling of Hollow-ware,” and in the afternoon of 
that day there would be a visit to the works of Frigi
daire, Limited. The final assembly of the session would 
be the section social evening on April 19, a detailed 
programme of which would be announced later.

B o r a x  &  C h e m i c a l s , L i m i t e d , faced with further 
increased costs o f production, packaging, port-handling, 
delivery and. especially, ocean freight, are now under 
the necessity to increase prices, taking effect on April I, 
by £2 10s. on borax (dekahydrate), £3 10s. on “ Pyro- 
bor ” (dehydrated borax), and £4 on boric acid, all 
grades, per ton. During March the firm will supply, at 
prices now current, customers under contract with the 
proportionate m onthly quantity and other regular cus
tomers on a basis not exceeding the m onthly average of 
supplies during 1950.



MARCH I, 1951 FOUNDRY TRADE JOURNAL 239

P a tte rn  and Core-box Repairs
B y  “  Checker ”

Pattern equipment needing repair and overhaul 
after large numbers of castings have been produced 
from it, often fails to get the required time spent on 
renovations necessary to put it into good condition 
again. The result is that before many more castings 
have been produced, the equipment has deteriorated 
to a state where it is difficult for moulds and cores 
to be made that are reasonably accurate in size and 
shape. Often, patterns and core-boxes are kept in 
production long after they should be returned to 
the patternshop for rehabilitation, possibly because 
no-one has sufficient authority, or will not take the 
responsibility of stopping the job which is in con
tinuous operation, or, maybe, because castings are 
still getting through the inspection department. 
When, however, the job is eventually stopped for 
repairs, it may be found that a large number of 
scrapped castings have been made.

Repairs in the patternshop can best be carried 
out if patternmakers are at the outset fully informed 
as to the extent of repairs required to be done, or,

F ig . 1.— Repairs to 
Core-prints by the 
Insertion o f New  
Pieces.

Curved Pattern.

better still, what time is available before the equip
ment must be back in production; Obviously, any 
large job needing considerable attention cannot be 
repaired satisfactorily if required in the foundry 
“ first thing to-morrow morning ” or “ must be 
back for the. night shift.” This often happens, how
ever, so that most of the available time is spent 
giving the pattern equipment a coat of paint, leaving 
little time for repair, a situation which is most 
unsatisfactory to everyone concerned. In many in
stances it is possible that a little planning would 
allow the equipment to be retained in the pattern- 
shop for a longer period so that a better and more 
lasting job could be effected.

Core-print Renewal
When repairing patterns, special attention should 

be given to all core-prints to ensure they are made 
up to their correct shape, and so guarantee that the 
original core seating is maintained in the moulds. 
When corners are badly worn, they could be re
stored by first slicing oil a portion of the print at 
an angle to cover the affected part, then glueing and

fixing with fine nails another piece of wood to 
form the original shape. This is a quicker and 
easier method than cutting back to form a shoulder, 
Fig. 1 shows an example of both methods. If 
two pieces of wood forming a butt joint, such as 
are used for constructing an outside curved web, 
should become broken or loose, they can be re
paired and strengthened at their top by inserting a 
piece of wood across the joint, and securing it by 
glue and fine screws, as shown in Fig. 2.

With framed core-boxes, battens should be added 
to preserve the sides and ends where signs of wear 
from rapping are apparent, or if previously fixed 
should be replaced where necessary. Patterns made 
in softwood are better if repaired with a hardwood 
to give a more durable surface in those places 
where most required.

The use of aluminium or brass sheet-metal of 
approximately tV in. or £ in. thickness gives excel-

applied to Flat Sur
faces.

o f Corebox Edges.

lent protection if fixed on flat surfaces which are 
liable to show signs of wear, as illustrated in Fig. 3 
on both core-print and pattern-face. Metal can 
also be used satisfactorily for facing coreboxes, 
especially on their sides, as shown in Fig. 4, to 
ensure sharp corners being maintained, and to 
eliminate any reduction in core length through the 
corebox faces becoming worn from continuous 
strickling off.

Mr. Churchill’s Visit to Sheffield
There is little doubt o f the great welcome which 

awaits Mr. Churchill when he goes to Sheffield on 
March 5 to receive the freedom of the city. The 
2,400 seats in the Oval Hall o f the City Hall will not be 
adequate, and the proceedings will be relayed from 
there to the Memorial Hall, the Central Suite, and to 
the awaiting crowds outside. An illuminated Copy of 
the resolution conferring the Freedom will be inscribed 
on  a scroll o f vellum placed in a handsome Sheffield- 
made cabinet o f cutlery. The following night Mr. 
Churchill will be the principal guest at the 315th 
Cutlers’ Feast, which will be held at the Cutlers’ Hall.
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More Foundry Amenities in  Scotland
Shaw Glasgow, Limited, o f Maryhill Iron Works, 

Glasgow, have installed spray bath and cloakroom 
accommodation for the benefit of its workers, a t a cost 
of £3,500, part o f which is shown in the accompanying 
illustration. The opening ceremony took place on 
February 7, and was performed by Lord Inverclyde. 
After the ceremony a luncheon was held, attended by 
Lord Inverclyde, representatives from two o f the M ary
hill foundries, trade union officials, representatives of 
the operatives, and the Com pany’s managers. The 
premises are well equipped, and favourable comments 
have been freely made upon them by the operatives. 
The new baths are not an innovation, as the firm 
first installed such facilities some 30 years ago. The

r.ew building includes a very spacious locker room, 
with direct entry to the wash room, and a boiler room. 
Our illustration shows a section of the new bath room 
(still to be painted), with modern group wash basins, at 
which it is estimated that eight men can wash together. 
Foot baths are at the bottom o f the room. The 
cubicles are o f the double-compartment type, one com 
partm ent for dressing, the other for the shower. C on
tinuous towel machines arc fitted to all the walls. The 
new cloakroom accommodation is expected to provide 
for about 200 employees. The firm, which supplies 
flanged iron pipes to shipbuilders and power stations 
in many parts o f the world, is at present engaged on a 
substantial order for the Brachead Power Station.

Parliamentary
Iron and Steel Corporation M embership

M r .  E r r o l  asked the M inister of Supply whether 
he had yet received the resignations of those mem
bers of the Iron and Steel C orporation of G reat Britain 
who were appointed primarily fo r the purpose of secur
ing the vesting of the privately-owned industry; and what 
steps he was taking to appoint new members to the cor
poration to enable it to carry out its functions.

In reply, M r. G. R. St r a u ss  said he could not accept 
the implications of the question. He had not received, 
nor did he expect, any resignations from members of 
the corporation, whose appointments with one excep
tion ran from three to five years. He was not at present 
making further appointments to the corporation.

Steel Production Figures
Asked by S i r  W a l d r o n  S m i t h e r s  if he would give 

an assurance that steel production figures would 
continue to be published on the same basis as at present, 
the M i n i s t e r  o f  S u p p l y  pointed out that statistical re
turns on the activities of the publicly-owned companies 
were primarily a m atter for the Iron and Steel Corpora
tion, and he understood that arrangements fo r future 
comprehensive returns were at present being considered.

Joining Atheneeum Committee
Under a ruling which empowers the annual election 

of persons distinguished in science, literature, and the 
arts, or for their public services, Viscount W eir has 
been elected a member of the committee of the 
Athenatum Club. Chairm an of G. & J. Weir, Limited, 
the Glasgow engineers and founders, he has held many 
offices of national importance. During the first world 
war Viscount W eir was Scottish Director of Munitions, 
1915-16, and Controller of Aeronautical Supplies, and a 
member of the A ir Board, 1917-18. In 1918 he served 
as D irector-G eneral of A ircraft Production at the Minis
try of Munitions and during the same year he was also 
Secretary of State and president of the A ir Council. 
The' following year Viscount Weir became chairman of 
the Advisory Committee on Civil Aviation. His experi
ence and knowledge again proved of great use during 
the late war, and in 1939 he was appointed Director- 
G eneral of Explosives at the Ministry o f Supply and 
in 1942 chairm an of the Tank Board.

H onorary president of the British Employers’ Con
federation, in 1938 Viscount W eir founded the fracture 
clinic at Victoria Infirmary, Glasgow, and in 1943, to 
mark his 50th anniversary with G. & J. Weir, Limited, 
he donated a further £10,000 to the clinic.
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P roh ib ited  Uses of Copper, Zinc, and 
their Alloys

s t a t u t o r y  e f f e c t  h a s  been given to the announce
ment made by the M inister of Supply on December 28 
last about the prohibition o f the use o f copper, zinc, 
and their alloys in the manufacture o f certain goods. 
Two Orders have been made, which come into opera
tion to-day (Thursday). The Orders provide that 
these metals may not be incorporated in articles on the 
attached schedules. A number o f amendments have 
been made since the provisional list was published 
by the Ministry o f  Supply on December 28, wherever 
possible in consultation with bodies representing the 
industries concerned.

Some inessential goods—such as cocktail shakers— 
previously omitted have been added to the list, and 
a few articles now regarded as essential—such as oil- 
lamp bodies— have been deleted. Some definitions 
have been revised to include small mechanical parts— 
such as rollers for curtain rails—and in a number of 
cases the wording of the definitions has been brought 
into line with trade practice.

M anufacturers may use until July 1 stocks o f copper, 
zinc, and their alloys in fabricated o r partly processed 
state, which they had in hand on March 1. The Orders 
cover alloys containing copper an d /o r zinc to the 
extent o f  40 per cent, o r more by weight. The Order 
therefore prohibits the use o f brass, mazac, gilding 
metal and nickel silver, but not pewter. Dustbins are 
included as articles which may not be galvanised, but 
arrangements are being made administratively for the 
use of galvanised bins for containing food or for collec
tion of waste food.

The issue o f licences will be considered for special 
purposes, such as rearmament, o r for ships o r where 
anti-corrosive metal is a necessity. Consideration will 
also be given to articles in which very small amounts 
of zinc a n d /o r  copper arc needed for essential purposes, 
such as for gear wheels. Applications for licences 
should be made in the first place to the regional office 
o f the departm ent concerned. >

The Orders are:—The Copper and Zinc Prohibited 
Uses (Board o f Trade) O rder (ST. No. 275, 1951). made 
by the Board o f Trade for those articles for which it 
is the sponsoring department, and the Copper and Zinc 
Prohibited Uses (M inistry of Supply) Order (S.I. No. 
277, 1951), made by the Ministry of Supply for all 
o ther articles.

Ministry of Supply Schedule
The schedule of prohibited uses under the Ministry 

of Supply Order is in two parts. Part I contains 
articles, the body of which may not contain copper, 
zinc, and their alloys, but which may be surface 
finished with these metals—they may be galvanised, 
plated, sprayed, etc. P art II consists o f articles which 
may not contain these metals even as a surface finish.

P A R T  I
N o n - i l l u m i n a t e d  A d v e r t i s i n g . — Signs; equipment.
Agricultural and G arden R e quisites.—Forks; garden 

rollers; rakes; spray nozzles over 9 oz. in w eight.
B u ild ers’ H a r d w a r e  a n d  F i t t i n g s . — B e l l s ;  d o o r  c h im e s  

(except  current carrying parts).
Bolts of the following descriptions: Barrel—extruded,

stam ped; blind; cast; cranked; cupboard; door-reversible; 
espagnolette; flush; necked; spring; wardrobe; except— 
stamped or extruded brass barrel bolts up to 1 in. wide having  
steel shoots not shcradised—(a) in sizes 2 in.. 3 in., and 4 in., 
overall length, and (6) having necked shoots in sizes 3 in.

and 4 in. overall length; brass or bronze flush bolts in sizes  
8 in. by 1 in.

Brackets; chains oxcceding 16 oz. in w eight per dozen
yards; cills; cornice coverings; counter strips.

Door furniture—including centre knobs; door knobs, except  
stamped brass, 13 in. dia., cast brass or bronze, round 13 in. 
dia., oval 2g in. long, brass or bronze lever handles on plate
up to 6 in. by 18 in.; door knockers; finger p lalcs; k icking
plates; name plates; numbers and number p lates; postals with  
or without knockers.

Draught excluders; drawer pulls; expansion jo in ts; fan light 
joints; fan light fittin gs: excluding gearing, brass pulley; 
floor plates and flooring strip; g lazing bars; grilles; cutters 
and rainwater goods; h a n d les: except  brass or bronze door 
handles up to 9 in . overall length (measured without the 
backplatc); hangers for slid in g  doors; hasps and staples; 
hinges : except  lavatory scat hinges; hooks; lin ings; plaques; 
rails and railings; sash lifts, sash fasteners, ami screws for 
either; sheathing; step treads; turnbuttons; weather vanes.

Window fittings—the following for standard m etal window  
or cottage section or corresponding window executed in other  
m aterials—hinge or p iv o t: excluding the pin and collar; 
handle, handle p la te : excluding the pin and strik ing plate; 
peg s ta y :  excluding the knuckle and stay  screw; sliding  
s ta y :  excluding th e top arm, barrel, and thumb screw; stay  
pegs : excluding the peg pin.

E lectrical and G as E quipm ent , F it tin g s , Accessories, and 
Appliances.—Bodies and lids of—electric kettles, saucepans, 
coffeo percolators, waffle plates, and sim ilar portable cooking  
or water-heating appliances; conduit bushes and conduit 
fittings; conduit tu b in g : except  conduit tubing incorporated 
in m achinery; covers for tumbler sw itches; domestic fan— 
blades, guards; junction box covers; plates for—bell-pushes, 
sockets, sw itches; reflectors, guards, and ornamental parts, 
of electric radiators or of bowl fires; w iring clips; non- 
current carrying ports of w iring equipment, fittings, and 
accessories.

Shop's built-in—fittings, fronts, showcases; coin- or disc- 
operated m achines for gam es; fun-fair machinery.

PART I I
Air bricks; brackets other than gutter brackets; coal 

bunkers; door plates, door frames; gates, latches; gratings; 
iron castings other than malleable-iron fittings; manhole 
covers; railway spikes; scaffolding tubes, scaffold fittings; 
seed hoppers; wheelbarrows.

Board of Trade Schedule
The Board o f Trade Schedule is also in two parts, 

Part I  consisting of articles in the body of which zinc, 
copper, and their alloys may not be incorporated, but 
which may be galvanised o r plated, and Part II 
articles in which zinc, copper, and their alloys m ay be 
not incorporated in any form —they may not be gal
vanised o r plated. In the schedule below where a 
heading in the list is defined as including “ an article ” 
the inclusion is for the sake o f  illustration. All articles 
covered by the heading are prohibited.

PART I
B athroom and L avatory F it t in g s . Bath seats; bath trays; 

curtain rails; tumbler holders; mirror holders, except mirror 
clips; soap dispensers; soap holders; sponge holders; foilet 
paper holders; toothbrush holders; towel rails and holders.

D isplay E quipment, except  Clips and connectors for display  
stands.

D omestic and K itchen U tensils, F ittin g s  and Accessories.— 
Bottle openers; chestnut roasters; condim ent containers; 
cocktail shakers; corkscrews; cruets and cruet stands; crumb 
brushes; crumb trays; dom estic mops; dustbins; fruit dishes; 
funnels; hardware, except pot scourers and soap savers; 
hollow-ware, including bins, bows, buckets, and jugs; nut
crackers; serviette rings; table hollow-ware; tankards; tea 
caddies; teapot stands; toasting forks; trays; vacuum bottles; 
vacuum jugs.

D ress and P ersonal A ccessories. Badges; beads, bead 
trim m ings, and articles made from beads; clothes brushes; 
garm ent hangers; hair brashes; jewellery and artificial 
jeweller}', excluding  screw and snap posts, wire pegs, screws, 
rivets, catches of pin stems, and ether fittings; jewellery  
boxes; jew ellery caskets, excluding catches, b inges and  
locks; key rings and key chains; lip stick  cases; nowder bowls- 
powder boxes and powder compacts, excluding  catche*-- and
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P ro h ib ited  Uses o f  C opper. Z in c , a n d  the ir A llo y s

h in g es; razor-b ladc sh a rp en e rs ; razo r eases; s a fe ty  razor 
han d les  an d  g u a rd s ; sa fe ty  razo r blade m agazines  and  d is
pensers; sho t lif ts ; shoe racks; shoe tre e s ; s lipper boxes; 
th im b les ; tio presses; tin se l th rea d  an d  tin se l b ra id ; trouser 
p resses; w atch b an d s; w atch  b racele ts; w atch  chains.

F ancy and O rnamental A rticles fo r p e rs o n a l o r  d o m e s tic  
use n o t in c lu d ed  e lse w h ere  in  th i s  p a r t  o f th o  sch ed u le .

Garden I mplements and A ccessories.—B ird  b a th s ; flower 
b ask e ts ; g a rd en  o rn am en ts ; hedge c u tte rs ; hose reels; law n 
sp rin k le rs  an d  law n sp rin k lin g  system s, except  sp ra y  nozzles 
n o t exceeding 5 oz. in  w e ig h t; p la n t an d  flower supports, 
holders, and  s tan d s ; sh ea rs ; su n d ia ls; trow els.

H earth F u r n itu r e .—Ash p an s; bellow s; coal boxes; coal 
b u ck ets; coal he lm e ts; coal hods; coal scoops; coal scu ttles : 
coal vases; coal w aterloos; com panion se ts ; cu rbs; d ra u g h t 
sheets or p la te s; fireguards an d  sp a rk g u a rd s ; fire dogs; 
fire irons a n d  fire iron  boxes; fire lig h te rs ; fire screens; fre ts ; 
h e a r th  b rushes; h e a r th  p la te s ; h e a r th  s ta n d s ; log boxes; 
trivets .

F u r n itu r e , F ur n itu r e  P arts and F it tin g s  and A rticles 
C ommonly U sed for D omestic P urposes.—B ells ( inc lud ing  call 
bells) or chim es; book-ends; book re s ts ; book s tan d s ; 
C ande lab ra ; cand lesticks; m irro r, p ic tu re , pho tog raph , and  
o th e r d isp lay  fram es an d  p la tes, except  m irro r c lips; coat 
ra ck s; clo thes lines and  ra ck s  an d  pu lleys an d  reels th e re fo r; 
c u rta in  and  portiere  ra ils , rods an d  fittings, except  for b rass 
ro llers for runners, hollow rin g s  no t exceeding  1 in. in d ia ., 
and  sew on hooks not exceeding  16 oz. per g ross in w eigh t; 
deed boxes, except  locks; door p o rte rs ; fancy  n a ils ; fe rn  and  
flower p o ts ; fu rn itu ro  and  fu rn itu re  p a rts , n o t being  m usical, 
in strum en ts, office an d  in d u s tr ia l equ ipm ent, or designed 
exclusively for ho sp ita ls  an d  o th e r h ea lth  services, for th e  
s to rin g  or p rep a ra tio n  of food, or fo r ecclesiastical purposes.

F u rn itu re  fittin g s; b rack e ts ; b u reau  a n d  cock tail cab inet 
fittings  and  a c tio n s; cas to rs ; door a n d  d raw er handles, pulls, 
an d  knobs; door a n d  cupboard  b u tto n s ; escutcheons, o ther 
th a n  th read  escutcheons; fillets a n d  p la te s ; hinges, o th e r th a n  
b u tt an d  p iano h inges a n d  bu tte rfly  h inges n o t exceeding 
2 in. by 2j  in .; m irro r m ovem ents; o rn a m e n ta l a n d  decorative 
fittin g s; ra ils  a n d  rods.

F u rn itu re  n a ils ; gongs (w all, tab le  an d  tu b u la r) ; hat- rack s; 
iron ing  boards an d  tab les; m agazine  s ta n d s ; m ould ing  hooks; 
o rn am en ta l w are an d  o rnam en ted  w are; p ic tu re  hooks; p ic tu re  
c h a in s; p ic tu re  w ire ; pipe ra c k s; rac k s: s ta i r  c a rp e t clips, 
holders, rods, an d  fittin g s; s ta t io n e ry  cab inets , except  locks; 
telephone d irec to ry  ho lders; tra n s fe r  cases; tr a y s ;  um brella  
s tan d s ; vases; w arm ing  p a n s; w astep ap er b in s ; workboxes.

I lluminated A d v er t isin g  S ig n s  and D isplay E quipm ent , 
excluding  t r a n s fo rm e rs ,  c a b le , a n d  o th e r  c u r r e n t  c a r ry in g
co m p o n en ts .

L ig h t in g  F ittin g s  and Accessories.—O rnam en ta l lig h tin g
fittings, inc lud ing  ta b le  an d  s ta n d a rd  lam ps a n d  lam pshades, 
b u t excluding  flex a n d  cu rre n t c a rry in g  com ponents incor
p orated  in such  fittings, noso p ieces am i necks, n u ts , screws 
and  bolts, in ser ts  fo r m ould ings an d  n ip p les ; lig h tin g
reflectors, shades, galleries, shade  carrie rs , an il suspension 
chains, b u t excluding  nu ts , screws, a n d  bolts, in se r ts  for
m ouldings a n d  n ipples.

O rnamental B rassware and Copper-ware and I mitation- 
A ntique  M etalware.

S mokers’ R eq u isites .—A sh tray s; c ig a r  cases a n d  boxes, 
c ig a re tte  cases an d  boxes, a n d  a r tic le s  of w hich such  cases or 
boxes form  a  p a rt, excluding  catches, h inges, locks, an d  o th e r 
fittin g s; c ig a re tte  ro lling  devices; m a tch  boxes, covers, an d  
s tan d s ; m atchbox  ho lders ; pipe c lean e rs ; p ip e  scrapers ; 
sm okers’ a sh  recep tac les; sm okers’ s ta n d s ; sp ill holders.

Sports G oods and O utdoor G ames.—D iscus; p u tte rs ; w ind
ing  m echanism s for tenn is  posts.

Stationers’ S u n d r ie s .—B lo tte rs : b lo ttin g  p a p er holders; 
d ispensers of adhesive tape , adhesive labels, an d  gum m ed 
pap er; d raw ing  p in s ; e rase r ho lders; filo eyelets  and  o th e r 
file fittin g s; filing ta g s  an d  laces; in k  pots an d  s tan d s ; 
le tte r  c lip s ; le t te r  openers; loose-leaf fit tin g s; p ap e r 
fa s ten e rs ; paper knives; paper w e ig h ts; pen ho lders; pen 
n ibs; pencil ho lders; pencil sh arp en ers ; p in  boxes; p ropelling  
pencil b a rre ls  an d  cap s; rubber s tam p , ferru les, a n d  m o u n ts ; 
ru lers  an d  ru le s ; school geom etry  sets  a n d  school d raw ing  
in s tru m en ts ; screw b inders ; s tam p  boxes; telephone indexes.

T oys and G ames co n ta in in g  m ore th a n  5 per cen t, of con
trolled m a te ria l by  w eight of the  finished a r tic le .—C arnival 
novelties; c h ild re n s  toy  a p p a re l; educa tional toys; indoor 
gam es and  accessories an d  a p p a ra tu s  or requ isites  fo r such 
gam es; m odels an d  model construction  se ts ; m usical toys; 
toy sew ing, toy  carp en try , and  o th e r toy  h a n d ic ra f t sets.

M iscellaneous.—B edpan s terilisers  an d  ra c k s; b ird  and  pet 
cages an d  s tan d s  and  chain s  th e re fo r; o rn am en ta l cases and 
con ta iners, exclud ing  catches, h inges, an d  locks; s ta tu es  and 
s ta tu e tte s ;  te n t poles a n d  fittings, exclud ing  eyelets.

PA R T  I I
C inder sieves; coat hooks: co n trac to rs ’ greenhouse, p a in t, 

and  to ile t can s; d u s tb in s; foot sc ran e rs : g a rb a g e  o r refuse  
p a ils ; garden  o r tru g  b ask e ts ; h an d  bowls; h a t  hooks; hods; 
lam p  shades; m an u re  bowls an d  je ts ;  rubbish  b u rn e rs ; scoops, 
scu ttles ; slop pa ils ; ta r  buckets.

Notes from the Branches
L o n d o n

A t a meeting of the London branch of the Institute 
of British Foundrym en held in the W aldorf Hotel on 
Wednesday, January 31, with Mr. F. Tibbenham  in 
the chair and Mr. A. R. Parkcs, acting as secretary (in 
the absence through illness of Mr. W. G. Mochrie), 
Mr. A. B. Lloyd, director of F. H. Lloyd & Company, 
Limited, presented three films, illustrating his company’s 
activities. They were entitled, respectively, “ Flawless 
and British,” “All Star Castings ” and finally “And 
N ow.” In introducing these films, M r. L l o y d , after 
expressing his pleasure at visiting the London branch, 
explained that the films were primarily commercial, 
but he hoped that they would contain points to interest 
members.

DISCUSSION
A short discussion followed the showing of the films. 

The questions were confined mainly to details related 
to the last film which dealt with the production and 
properties of castings in ductile iron. Points arising from 
the discussion included in answer to a  question on the 
types of moulding sand used, that normal foundry sands 
and techniques were applied for ductile iron as for 
ordinary high-duty grey-iron castings. To a  question 
concerning the annealing of the castings to improve 
physical properties, M r . L l o y d  emphasised that the new 
ductile iron could be used either as-cast or annealed, 
the latter grade being employed where highest ductility 
was required. For maximum wear resistance and where 
the highest ductility was not necessary, the material 
was used as-cast. For the annealed ductile iron, a ten
sile strength of 35 tons per sq. in. was obtained with 
an elongation of 15 to 20 per cent.

Some discussion centred around the relative cost of 
the new iron castings as compared with steel. M r . 
L l o y d  stated that, based on current experience, his firm 
were finding that a  fettled casting in ductile iron cost 
about the same as a similar casting in steel. The subse
quent processing of the ductile iron, however, including 
machining, was considerably less than for steel. M r . 
T e m p l e t o n  (past-president of the Institute and of the 
branch) asked for information concerning the yield of 
castings when making them in ductile iron, steel and 
ordinary grey iron respectively. In reply, M r . L l o y d  
stated that the yield of castings in ductile iron was 
lower than that of ordinary grey iron and approached 
more that of steel. In answer to a further point raised 
by Mr. Templeton, M r . L l o y d  emphasised that the 
new iron was cast by his company in green-sand moulds.

O ther questions related to the melting practice in
volved and the composition of the raw materials used. 
Mr. Lloyd emphasised that his company used a normal 
acid-lined cupola but stated that they were interested 
in the possibilities of a basic-lined cupola, as the low 
sulphur content in the metal as then tapped led to 
economy in the am ount of additional alloy required. 
A further point which emerged was that on re-melting 
in the cupola, the typical structure of the ductile iron 
and its magnesium content would be lost. Otherwise, 
the melting practice was similar to that for ordinary 
high-duty cast iron, although it had been found desir
able to use specially-selected pig-iron.

D r . A. B. E v e r e s t , in proposing a hearty vote of 
thanks to Mr. Lloyd, drew  attention to the fact that he 
had been the technical director of the films which they 
had seen, and he complimented Mr. Lloyd on his suc
cess in this role. M r. Barnard seconded, and stated 
that, having visited Lloyds’ foundries' he had found the 
films of particular interest.



MARCH I, 1951 FOUNDRY TRADE JOURNAL 243

N ews in B rie f
P e r m is s io n  h a s  b e e n  r e c e iv e d  by Henry Wilson & 

Company, Limited, to erect a foundry at M arl Road, 
Kirby Trading Estate, Simonswood, Lancashire.

W o r k  costing £40,000 will begin shortly on extensions 
to the fabricating shop and the erection of a new fitting 
shop at the works of R. & W. Hawthorn, Leslie & 
Company, Limited, Hebburn.

F o r  t h e  f i r s t  t im e  since the war, G reat Britain will 
be represented by a national stand at this year’s Foirc 
de Paris, the Paris annual international trade fair, which 
will be open from  April 28 to May 14.

A f o u n d r y  in operation until the early ipart of this 
century at Louth, Lincs., is recalled by the discovery 
of a  notice relating to the foundry on a door at a 
furniture shop in the town during painting work.

I t  w a s  s t a t e d  at a meeting of the Western New 
York C hapter of the American Foundrym en’s Society 
that 70 foundries in the United States and 30 in 
Europe were making cupola-cast nodular iron castings.

T h e  a d d r e s s  of the Central Price Regulation Com
mittee as front to-day will be Clive House (7th 
Floor), Petty France, London, S.W.l (telephone: Abbey 
8010). The committee’s office will be closed on that 
day, reopening on Friday.

T h e  d ir e c t o r s  of N. Greening & Sons, Limited, wire 
manufacturers, of W arrington, propose increasing the 
authorised capital of the company to £500,000 by creat
ing 800,000 ordinary shares of 5s. each. N o further issue 
is contem plated in the immediate future.

I n c r e a s e d  p r ic e s  for antimony came into effect on 
February 19. The new prices are as follow, the amount 
of the increase being shown in parentheses:—Crude, 
£275 (£25) per ton; refined,’99 per cent., £360 (£35) per 
ton; refined, 99.6 per cent., £372 10s. (£35) per ton.

D o r m a n  S m it h  H o l d in g s , L im i t e d , has acquired a 
modern iron foundry which will be operated by its 
wholly-owned subsidiary company, John Booth Foun
dries, Limited, Preston.

U n d e r  t h e  a e g is  of Fabrim etal, the Belgian organi
sation which caters for the general interests of the 
foundry industry, a  grey-iron productivity team has left 
for the States. It is headed by Mr. G. Halbart, a vice- 
president of the Association Technique de Fonderie 
dc Belgique.

A t w o - d a y  t o u r  of factories of the Brush-Aboe 
group of companies has just been completed by a party 
of nearly 60 journalists from 26 countries. Intended to 
emphasise the importance of the group's part in the 
export drive, the tour covered the factories of Henry 
Meadows, Limited, Brush Electrical Engineering Com
pany, Limited, and Mirrlees, Bickerton & Day, Limited.

T h e  M e e h a n it e  M e t a l  C o m p a n y  (SA) (P t y ), L im i t e d , 
have concluded servicing agreements with H. Incledon 
& Company, Limited, of Johannesburg and Benoni, and 
with Johnson & Fletcher, Limited, of Southern Rhode
sia. The form er company represents Blakeboroughs 
of Brighouse and the latter have a plant at Gatooma 
catering fo r the needs of that rapidly-growing industrial 
area.

To m a r k  t h e  s u c c e s s  of the Coalbrookdale Com 
pany in being the first of the five firms in the Shrop-' 
shire group of Allied Ironfounders to win the presi
dent’s trophy put up for competition between the com
panies by Mr. F. O. Lander, a celebration dinner was 
held on Thursday last in the canteen at the Coalbrook
dale works. The placings o f the five companies w ere : — 
1, Coalbrookdale, 28 points; 2. Aga H eat Company (24); 
3, Sinclair Iron  Com pany (15); 4, James Clay, Limited 
(12); and 5, Allied Rainwater (11).

Personal
M r. R. S. H u d s o n  has been appointed chairman 

of the Conservative Party’s T rade and Industry Parlia
mentary Committee.

M r . R o b e r t  J a m e s  E y r e s , a director of J .  & S. 
Eyres, Limited, ironfounders, etc., of Manchester, 
has been chosen as the prospective Liberal candidate 
for the Oswestry Parliam entary Division.

M r . H. H. J u d s o n , who once came to England to 
present the American Exchange Paper to a meeting of 
the Institute of British Foundrym en, has been appointed 
plant manager of the K encroft M alleable Company of 
Buffalo, New York.

M r . G e o r g e  D a r l in g , m .p ., has been appointed 
Parliamentary Private Secretary to the Minister of 
Supply, Mr. G. R. Strauss. M r. Darling was the BBC’s 
industrial correspondent before he entered the House 
of Commons a t the last election.

M r . E d w a r d  H. P a t t e r s o n , who has been 
appointed general manager of R . Y. Pickering & Com 
pany, Limited, railway wagon builders, etc., of Wishaw, 
served his apprenticeship with Brown Bros. & Company, 
Limited, makers of hydraulic machinery, etc., of Edin
burgh, and from 1925 was with G . & J. Weir, Limited, 
the Glasgow engineering firm.

M r . E l l i o t t  A . E v a n s , Chief Chemist of the W ake
field group of companies, has retired. He joined C. C. 
Wakefield & Co., Ltd., in 1915 and is well known for 
his pioneer work in the use of metallic soaps in hydro
carbon oils. Mr. Evans is a past-prcsident o f the 
Institute o f Petroleum  and is, a t  present, chairman of 
the autom otive division o f the Institute of Mechanical 
Engineers. Consequent upon Mr. Evans’ retirement, 
the following appointments within the Wakefield group 
are announced:— M r . G. H . T h o r n l e y , to be technical 
manager; M r . P. W. L. G o s s l i n g , laboratory manager: 
M r . J .  S . E l l io t t , research chemist, and M r . N .  E . F .  
H it c h c o c k , development chemist.

Obituary
M r . W il l ia m  H e p b u r n . M c A l p i n e , chairman o f  

Sir Robert McAlpine & Sons, Limited, building and 
civil engineering contractors, has died a t the age of 79. 
His name is chiefly associated with the building o f  
the Methil Dock (about 1910), and the new entrance 
lock and dry docks at T ilbury in 1928.

M r . G. E. M a s o n , who died recently at Colwyn 
Bay. had the distinction of being the first apprentice 
of the Lancashire Dynamo & M otor Company, Limited 
—now Lancashire Dynamo & Crypto. He first joined 
the company in 1899. In 1908 he went to Canada and 
a year o r  two later became the first president of the 
newly formed Lancashire Dynamo & M otor Company 
of Canada, Limited. Returning to this country in 1916 
he became a director of the home company and in

M r . H a r r y  P a r s o n s , who died at his home near 
Southam pton February 17, was a  distinguished m otor 
and marine engineer. Early in his career he was chief 
designer for the Rudge W hitworth Company, Limited, 
and later became manager of the Beeston M otor Works. 
He handled many early makes of motor-cars. In 1904 
he founded the Parsons Engineering Company, Limited, 
at Southam pton, and the company’s products, especially 
the Parsons marine engine, became world famous. He 
was a past-president and an honorary director o f the 
Southampton Chamber of Commerce, of which he was 
a member for 41 years. Mr. Parsons was vice-president 
of the Association of British Chambers of Commerce 
and from 1923 to 1944 he was chairman of Southam p
ton H arbour Board, during which period the Empire 
air base was established. He was 79.
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Im ports and Exports o f Iron and Steel in  January
T he fo llo w in g  tables, based on  B oard o f  T ra d e  re tu rns, g ive figures o f  British im ports and  exports  op-

iron a n d  steel in January, 1949, 1950, an d  1951.

Total Exports o f Iron and Steel Total Im ports o f Iron and Steel

Destination.
Month ended January  31.

1949. 1950. 1951.

Tons. Tons. T oils.
Channel Islands 1.018 776 609
G ibraltar 111 149 47
M alta and G o z o ............................ 486 496 317
Cyprus 360 189 701
Sierra Leone 559 403 253
Gold C o a s t ......................................... 1,128 3,193 1,904
Nigeria ......................................... 2 232 5,720 5,043
Union of South Africa 13*786 9,378 12,829
Northern lthodesia 899 2,159 1,930
Southern Rhodesia 1,968 5,922 3,019
British E ast Africa 5,008 8,095 9,077
Mauritius 513 1.104 581
Bahrein.Kuwait, Qatar, and Trucial 

Oman 3,026 500 326
India 0,418 6,905 11,217
P a k i s t a n ......................................... 1,642 3,414 5,187
Malaya 4,438 9,138 6,613
Ceylon 1,519 2,820 3,067
N orth Borneo ............................ 1,940 873 158
Hongkong 2,750 4,141 7,586
A u s t r a l i a ......................................... 9.421 23,615 42,722
New Zealand ............................ 8,806 17,509 15,675
Canada 1,993 7,575 13,710
British West Indies 7.403 4,838 5,040
British Guiana 393 595 559
Anglo-Egyptian Sudan 1,009 1,022 930
Other Commonwealth 928 1,133 976
Irish Republic 5,436 5,782 7,465
Soviet Union .. 3,466 53 71
Finland ......................................... 8,082 6,187 3,137
Sweden 4,610 6,919 6,594
Norway . .  . . 6,152 6,320 7,803
Iceland 527 946 265
Denmark 8,160 13,292 8,689
Poland 108 63 149
Germany 124 58 125
Netherlands 10.9S6 5,239 8,099
Belgium .......................................... 813 1,039 1,235
France 3,765 1,073 1.117
Switzerland 1,834 643 1,181
Portugal . .  . . 1,380 1,082 1.475
Spain . .  . .  . . 384 729 312
I ta ly  ............................■ .. 142 709 1,155
A ustria ......................................... 37 62 75
Hungary 10 81 23
Yugoslavia 31 1,859 1,158
Greece ......................................... 308 578 538
Turkey ........................................ 947 871 117
Indonesia 1,454 2,678 759
Netherlands Antilles 350 1,601 347
Belgian Congo ............................ 28 103 227
Angola 109 480 380
Portuguese E ast Africa 516 430 299
Canary Islands 309 156 95
Syria 65 18 358
Lebanon . .  . . 4,005 905 1,070
Israel ............... 1,193 1,856 1,981
E gypt . .  ............................ 5,684 5,372 3,905
Morocco . 21 26 1,124
Saudi Arabia 655 202 39
Iraq  . .  . .  ............................ 3,899 3,271 2,413
Iran 11,989 11,595 5,204
Burma 1,649 089 1,136
Thailand 457 679 519
China ............................ 528 270 1,523
Philippine Islands . .  . . 138 1,671 911
USA ......................................... 898 449 17,915
Cuba...................................................... 60 185 677
Colombia 629 422 1,054
Venezuela 6,320 4,817 2,862
Ecuador 344 304 61
Peru ......................................... 322 883 1,265
Chile ......................................... 919 2,112 1,523
Brazil 1,577 3,857 2,666
U r u g u a y ......................................... _ 703 965 3,838
A r g e n t in e ......................................... 7,275 7,592 6,237
Other foreign 1.348 2.608 2,254

TpTAL ............................ 191,166 232,120 264,101

From 1949. 1950. 1951.

Tons. Tons. Tons.
India ......................................... — 10,498 —
Canada 4,557 3,411 4,514
Other Commonwealth A Irish 

R ep u b lic ......................................... 244 452 65
Sweden 2,196 943 1,890
Norway 4,386 2,470 4,179
Germany 238 7,679 1,282
Netherlands .. 6,721 3,232 6,169
Belgium 21,526 4,671 10,220
Luxemburg 1,447 345 8,152
France 15,275 29,012 23,257
Austria 1,068 — 14
USA ................................. 4,819 4,735 4,090
Other foreign 130 1,141 165

T otal .............................. 62,607 68,589 63,997

Iron ore and concentrates—
Manganifcrous 5,750

548,039
—

591,092Other sorts ............................ 675,751
Iron and steel scrap and waste, 

fit only for the recovery of 
metal 88,416 167.593 85,560

Exports o f Iron a/id Steel by Product

Product.

Pig-iron . .  . .
Ferro-alloys, etc.—

Ferro-t lings ten ..
Spicgeleisen <fc ferro-manganese 
All other descriptions 

Ingots, blooms, billets, and s la b s . . 
Iron bars and rods 
Sheet and tinplate bars, wire rods 
Bright steel bars . .
Alloy steel bars and rods 
O ther steel bars and rods 
Angles, shapes, and sections 
Castings and forgings ..  
Girders, beam s, joists, and pillars 
1 loop and strip  
Iron plate . .
T i n p l a t e .......................................
Tinned sheets
Terneplatcs, decor, tinplates 
Other steel p late (min. J in. thick) 
Galvanised sheets
Black sheets......................................
O ther coated plate
Oasc-iron pipes up  to 6 in. dia. .
Do., over 6 in. dia.
Wrought-iron tubes 
Bailway m aterial
Wire * .......................................
Cable and r o p e ..........................
Netting, fencing, and mesh 
Other wire manufactures, incl.

nails .......................................
O ther nails, tacks, etc.
•Rivets and washers 
Wood screws
Bolts, nuts, and m etal screws 
Stoves, grates, e tc . . .
Baths
Anchors, etc.
Chains, etc.
Springs .......................................
Ilollow-ware
All o ther manufactures

T o t a l  .................................

.Month ended January  31.

1949. 1950. 1951.

Tons. Tons. Tons.
266 2,266 3,535

142 79 100
604 366 195

47 324 165
60 358 1,438

633 516 1,013
378 302 2,093

2,844 ' 4,158 5,670
1,516 1,412 1,646

14,442 25,298 24,789
9,983 9,889 17,052

655 1,089 975
2,325 3,518 3,799
5,699 4,597 7,547

184 428 88
16,122 17,992 25,528

554 205 277
10 27 103

15,071 23,013 20,878
7,345 11,243 9,033

12,952 10,990 12,894
422 938 885

6,231 7,495 5,979
5,504 7,449 5,387

27,856 29,625 30,708
13,818 16,968 22 217
4,194 5,615 7,458
2,148 3,189 2,433
2,190 1,958 2,201

1,495 1,869 3,208
807 391 1,038
908 721 633
321 338 341

2,516 2,898 2,383
1,643 1,547 1,264

673 1,232 1,007
737 611 622
908 872 947
717 864 575

6,860 , 7,302 4,206
19,149 21,892 31,555

191,166 232,120 264.101



STANTON
FOUNDRY

SHAPED 
FOR BETTER 
HANDLING 

AND 
STACKING

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.

C u t  d o w n  

c o i t t  i n  

y o u r  o u y  

6  u  u  t i n y

We welcome enquiries on foundry problems and 

offer free technical advice. .
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Raw Material M arkets
Iron and Steel

Blast-furnace production is on a reduced scale and, 
despite the utm ost care in the distribution of available 
supplies, foundries are running into a crop of difficulties. 
The new rule is that supplies are withheld from estab
lishments with more than four weeks’ stock in hand. 
It is not an unreasonable regulation under existing cir
cumstances, but the stringency is emphasised by the fact 
that foundrymen are experiencing difficulty in placing 
orders against current licences. This applies to both 
low- and high-phosphorus grades, while the output of 
hematite is also restricted owing to the scarcity of high- 
grade imported ores.

Im ports of foreign semis are now negligible. D e
liveries from France, Belgium, and Luxemburg are well 
below contractural proportions, and, moreover, prices 
are now prohibitive. Hence re-rollers are almost ex
clusively dependent on home-produced material, de
liveries of which are often uncertain and at times inade
quate. Maximum outputs o f sheet bars, slabs, and billets 
are eagerly absorbed, and re-rollers are eking out their 
supplies by the use of scrap wherever possible.

The period of restricted exports of finished steel ex
pired at the end of the month and there is plenty of 
oversea business on offer. The home market is certainly 
capable of absorbing more steel, and a condition of 
world shortage ensures the prom pt disposal of any 
balances available for shipment.

Non-ferrous Metals
At question time in the H ouse of Commons on 

Monday, Mr. G. R. Strauss, Minister o f Supply, 
announced that he intended to  make an Order con
trolling acquisition of scrap copper, lead, and zinc. 
The M inister was replying to Mr. M aurice Edelman, 
who asked what action the M inister was taking to 
prevent the hoarding o f scarce metals.

It is certainly disappointing that scrap is hanging fire 
so badly, but it would be wrong to jump to the conclu
sion that the introduction of controlled prices has weak
ened the trade. Prior to February 3 sellers of secondary 
brass and copper, and, indeed, of remclted zinc also, 
were able to secure prices much in excess of the equiva
lent value of the material in terms of virgin metals. 
This was obviously all wrong, but it was symptomatic 
of a condition of affairs in which the flow of copper 
and zinc to industry had been seriously reduced. Had 
no action been taken by the Ministry of Supply to hold 
down secondary metal values, it is impossible to say 
to what level prices might have climbed, for supplies of 
virgin lead are now cut as well as copper and zinc.

Following further discussions with representatives of 
trade and industry, it is understood that there is likely 
to be an increase in the permitted price of bright h .c . 
copper-wire scrap. The charge for bags will also be 
raised, and there is even a possibility that the m erchants’ 
commission may be fixed at a higher rate than the 2 per 
cent, permitted under the Order. But these changes 
are not yet confirmed and it may be some time before 
the necessary changes can be made effective and bind
ing on the industry. In the meanwhile it is understand
able that business hangs fire rather seriously. In due 
course licensing will be introduced and provision made 
for the return of stocks held by consumers, merchants, 
etc.

The usual u.s. copper statistics have been issued by 
the American Copper Institute. Production of crude 
copper in January was 87,109 short tons, com pared with 
91.218 tons in December, while the output of refined

moved up from 109,464 tons in December to 110,144 
tons in January. Stocks o f refined copper in producers’ 
hands advanced by nearly 5,000 tons to 54,883 tons. 
Domestic deliveries suffered a setback from  121,954 
tons in December (an exceptionally good figure) to 
108.128 tons in January.

Business in the U nited States is certainly very active 
in copper, and it is not surprising to learn that the 
Munitions Board has cut the rate of its stockpiling by 
about one-half. This should, of course, release more 
copper for consumption in industrial uses.

Official tin quotations were as follow : —
Cash—Thursday, £1.480 to £1.490: Friday, £1,485 to 

£1,490; Monday, £1,495 to £1,500; Tuesday, £1,460 to 
£1,465; Wednesday, £1,440 to £1,450.

Three M onths—Thursday. £1,415 to £1,420; Friday, 
£1.425 to £1,430; Monday, £1,430 to £1,435; Tuesday, 
£1,395 to £1.400: Wednesday, £1,375 to £1.380.

Contracts Open
The dates g iven  are the  la test on w hich tenders w ill be 

accepted. The addresses are those from  w hich  form s of tender 
m ay be obtained. D eta ils o f tenders w ith  the  reference B.P.D . 
or C .R .E . can be obta ined  from  the  Com mercial R e la tions and  
E xports D epartm en t, Board o f Trade, T ham es H ouse N orth . 
M illbank, London, S.UM.

D U B L IN , M arch 28—M anganese fo rg in g s  a n d  castings, for 
th e  P o r t a n d  Docks B oard. T he E n g in ee r’s Office, E a s t W all 
Road, Dublin.

H A SL IN G D E N , M arch 12—Iro n  castings, fo r th e  Borough 
Council. M r. J .  M ason, borough surveyor, M unicipal Offices, 
H aslingden , R osscndale.

K ID SG R O V E, M arch  12—Iro n  castings, for th e  U rban  D is
tr ic t  Council. M r. O. L . H u rs t, c lerk  of th e  council, Town 
H all, K idsgrove.

M E L B O U R N E , M arch 21—R ock cru sh in g  an d  screen ing  
p lan t, fo r th e  S ta te  E lec tric ity  Commission of V ictoria. The 
A gent-G eneral for V ictoria, V ictoria H ouse, M elbourne Place, 
Londctfi, W.C.2.

PO R T  TALBOT, M arch 9—Pipes, valves, an d  cas tings , for 
the  Town Council. T he B orough E n g in ee r’s  D epartm en t. 
M unicipal B u ild ings, P o r t  Talbot.

Board Changes
S t e e t l e y  C o m p a n y , L im i t e d —Mr. C . F. Penruddock 

has been appointed to the board.
A m b e r  C h e m ic a l  I n d u s t r i e s , L im it e d — Mr. J. 

Russell has resigned from the board.
H. J. B a l d w in  &  C o m p a n y , L i m i t e d — Mr. J. S. 

Addyman has been elected a director.
D e r b y s h ir e  S t o n e , L im i t e d —Mr. P. W. Farley has 

been appointed a director to fill thé vacancy caused by 
the death of M ajor Owen Hart.

S ie m e n s  B r o s . &  C o m p a n y , L im it e d — General Sir 
H ubert de la Poer Gough has been appointed chairman 
in succession to the late Dr. Henry Robert W right. The 
Ear! of Goîvrie has been appointed vice-chairman and 
Mr. Francis A. Lawson has been appointed managing 
director.

Llanelly Steelworks Record
Last year’s output of the Llanelly Steel Company 

(1927), Limited—200,000 tons—was the highest for the 
past 25 years and an increase of over 7 per cent, on 
the 1949 total. The bar-mill output of more than 
184,000 tons was the highest since 1928 and was due
largely to the working of one extra weekly shift for more
than six months.

The rebuilding of furnaces, started some years before 
the war, was completed last year, while modem soaking 
pits are now being constructed for...the-bar mill. A site 
is being prepared for the bar and^dlfmgijIkAvhich is to 
redace  the existing No. 2 m ill/q^9 \

( POLlTECHMlKlj
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G E N  E F A X

H O "

C H E L F O R

FINE GRADE
Practically all passing 60 
mesh B.S.S. with main grain 
size between 72 and 150.
Uniform grading.
Low clay content with in
creased refractoriness.
Excellent for fine cores 
for addition to facing sand 
mixtures where smooth fin
ish is desired.

GENERAŁ

Processed 
W ashed Sand

A  m odern  p la n t has been installed  for the 
w ashing an d  g rad ing  o f  C helford  Sand. This 
p la n t is o f  th e  la tes t an d  m o st efficient type 
C helfo rd  P rocessed  S and  can  now  be supplied 
th o ro u g h ly  w ashed an d  in  tw o grades, coarse 
a n d  fine. T h e  ch ie f features a re  as fo llo w s:—

COARSE GRADE
Grading mainly between 30 
and 85 mesh B.S.S. and 
practically free from fines 
below 85.
Uniform grading gives closer 
control of mixtures.
Increased permeability.
Negligible clay content.
Superior to natural sand for 
special purposes e.g. syn
thetic moulding mixtures, 
cement moulding process, 
etc.
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(Delivered, u n i t e s  otherwise stated) 

February 28, 1951

PIG-IRON
Foundry Iron.—No. 3 I ron, Class 2 :—Middlesbrough, 

¿10 17b. 9d. ; Birmingham, ¿10 139.
Low-phosphorus Iron.—Over 0.10 to 0.75 per cent P, 

¿12 98. 0d., 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. Od.; South 
Zone, ¿12 19s.

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

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

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

Cold Blast.—South Staffs, ¿16 10». Od.
Hematite.—Si up to 2J per cent., S. k  P. over 0.03 to 0.05 

per oent. :—N.-E. Coast and N.-W. Coast of England, 
¿12 7s. 6d . ; Scotland, ¿12 14s.; Sheffield, ¿13 2a. 6d . ; 
Birmingham, ¿13 9e.; Wales (Welsh iron), ¿12 7s. 6d.

Spiegeleisen.—20 per cent. Mn, ¿18 .3s.
Basle Pig-iron.—¿10 19s. all distriots.

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

Ferro-slllcon (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.

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

per lb. of Mo.
Ferro-titanium.—20/25 per cent., carbon free, ¿120 ; ditto, 

■copper free, £142.
Ferro-tungsten.—80/85 per cent., 38s. 3d. per lb. of W.
Tungsten Metal Powder.—98/99 per cent., 40s. 3d. per lb. 

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

■Cr, scale 22s. per u n i t ; 6/8 per cent. C, £61, basis 60% Cr, 
scale 21s. per u n i t ; max. 2 per oent. C, Is. 6Jd. per lb. 
■Cr; max. 1 per cent. C, Is. 7Jd. per lb. Cr; max. 0.15 per 
oent. C Is. 8d. per lb. Cr; max. 0.10 percent. C, Is. 8Jd. 
per lb. Cr.

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

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

•£186 per ton.
SEMI-FINISHED STEEL

Re-rolling Billets, Blooms, and Slabs.—Basic : Soft, u.t., 
¿17 4s. ; tested, up to 0.25 per cent. C (100-ton lots), 
¿17 9 s .; hard (0.42 to 0.60 per cent. C), ¿19 4s.;
silico-manganese, ¿24 6s. 6d. ; free-cutting, ¿20 9s.
Siemens M artin  Acud: Up to 0.25 per cent. C, ¿22 11s. 6d.; 
oase-hardening, ¿23 9s. ; silioo-manganese, ¿26 14s.

Billets, Blooms, and Slabs for Forging and Stamping.— 
Basic, soft, up to 0.25 per cent. C, ¿20 4s. ; basic, hard, 
•over 0.41 up to 0.60 per oent. C, ¿21 9». ; acid, up to 
•0J25 per cent. C, ¿23 9s.

Sheet and Tinplate Bars.—¿17 6«. 8d.

FINISHED STEEL

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

Small Bars, Sheets, etc.—Rounds and squares, under 3 in., 
untested, ¿22 15s.; flats, 5 in. wide and under, ¿22 15s.; 
hoop and strip, ¿23 10s.; black 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.; 
niokel-chrome, ¿56 6s . ; nickel-chrome-molybdenum, ¿63 Is.

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

NON-FERROUS METALS

Copper.—Electrolytic, £202; high-grade fire-refined, 
£201 10s.; fire-refined of not loss than 99.7 per cent., 
£201 ; ditto, 99.2 per cent., £200 10s. ; black hot-rolled 
wire rods, £211 12s. 6d.

Tin.—Cash, £1,440 to £1,450 ; three months, £1,375 to 
£1,380 ; settlement, £1,445.

Zinc.—G.O.B. (foreign) (duty paid), £161 ; ditto 
(domestic), £151; “ Prime W estern.” £151; electrolytio, 
£155; not less than 99.99 per cent., £157.
• Lead.—Good soft pig-lead (foreign) (duty paid), £136; 

ditto (Empire and domestio), £136 ; “  English,” £137 10s.

Zinc Sheets, etc.—Sheets, lOg. and thicker, all English 
destinations, £170 17s. 6d. ; rolled zinc (boiler plateB), all 
English destinations, £168 17s. 6d . ; zinc oxide (Red Seal), 
d/d buyers’ premises, £170.

Other Metals.—Aluminium, ingots, £124 ; antimony, 
English, 99 per cent., £360 ; quicksilver, ex warehouse, 
£73 10s. to £74 ; niokel, £406.

Brass.—Solid-drawn tubes, 21 |d . per lb . ; rods, drawn, 
29Jd .; sheets to 10 w.g., 26 J d . ; wire, 27 J d . ; rolled metal, 
25Jd.

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

Gunmetal.—Ingots to BS. 1400—LG2—1 (85/5/5/5), 
£240 ; BS. 1400—LG3—1 (86/7/5/2), £255 ; 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, 38 Jd. per lb . ; sheets to 10 w.g., 
4 0 |d . ; wire, 4 ld .; rods, 38d. ; tubes, 43.Jd. ; ohill cast 
bars : solids, —, cored, —. (C. C lu fo r d  k  Son,
Limited.)

Nickel Silver, etc.—Ingots for raising, 2s. 3}d. per lb. (7%) 
to 3s. 2Jd. (30% ); rolled metal, 3 in. to 9 in. wide x  
.056, 2s. 9Jd. (7%) to 3s. 8 |d .  (30% ); to 12 in. wide x  
.056, 2s. 9Jd. to 3s. 8j d . ; to 25 in. wide x  .056, 2s. 11J<L 
to 3s. lOJd. Spoon and fork metal, unsheared, 2s. 6Jd. to 
3s. 5£d. Wire, 10g., in coils, 3s. 3d. (10%) to 4s. 2}d- 
(30%). Special quality turning rod, 10%, 3». 2d. ; 
15%, 3s. 6J d . ; 18%, 3s. l id .  All prioes are net.
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Forthcoming Events
M ARC H  2 

J u n io r  In s ti tu t io n  of E n g in ee rs .
“ F ilm s on Foundry  P rac tic e .”  introduced by  À. S. L adley,

6.30 p.m ., a t  39, V ictoria S treet, London, S.W .I.
M AR CH  5 

In s titu te  of B r i t is h  F o u n d ry m en
Sheffield Branch  “ The Assessm ent an d  In te rp re ta tio n  of 

F o undry  C ontro ls.”  by J .  W . Colton, 7.30 p.m ., a t  the 
R oyal V ictoria S ta tio n  H otel, Sheffield.

M ARCH  7 
I n s ti tu tio n  of P ro d u c tio n  E n g in ee rs

W olverhampton Section  :—“ In d u s tr ia l M ain tenance of 
M achines,”  by R . M. Ruckle, 7 p.m ., a t  the  W est M idland 
G as B oard  D em onstration  Room, D arling ton  Street, 
W olverham pton:

In s t i tu te  of B r it is h  F o u n d ry m en
Birm ingham  Students' Section  “  C om parison of B ritish  and 

F o re ig n  Foundry  P rac tic e .”  by H . T . A ngus and W. B. 
P arkos, 7.15 p.m ., a t  th e  Chance T echnical College, 
Sm ethw ick.

Lancashire Branch  C ylinder M oulding,” by D. R edfern, 
7 p.m ., a t  th e  E n g in ee rs’ Club, A lbert Square, M anchester. 

N o rth  W ales M eta llu rg ica l Socie ty .
M eeting  a t  C ounty P r im a ry  School, P lym outh S treet, Shotton. 

C hester, a t  7.15 p.m . P a p e r, " T itan ium , the  M etal of 
th e  F u tu re ,” by L. H a ll.

M ARCH  8.
In s ti tu te  of B r itis h  F ou n d ry m en

Lincolnshire Branch  Open discussion on Foundry  Problem s, 
7.15 p.m ., a t  th e  Technical College, Lincoln.

Burnley Section :—A nnual G eneral M eeting, followed by 
“ R am m ed L in ings,”  by J .  Jackson , 7.30 p.m ., a t  the 
M unicipal T echnical College, Orm crod R oad, B urnley. 

In s ti tu tio n  of P ro d u c tio n  E ng ineers
. London Graduate Section  R ep o rt from M ateria ls  H and ling  

S tudy Group. 7.15 p.m ., a t  th e  In s titu tio n , 36, Po rtm an  
Square , London, W .l.

L iverpoo l M e ta llu rg ica l Society .

M eeting  a t  E lec tric ity  Service C entre, W hitechapel, Liverpool, 
a t  7 p.m . P ap er, “ A tom ic S tru c tu re  a n d  th e  H ard n ess  of 
M etals,” by Prof. H u g h  O ’Neill, D.Sc., M .M et., F .I.M .

M ARCH  9 

In s t i tu t io n  of M ech an ica l E n g in ee rs

M eeting a t  S to rey’s G ate, St. J am es’s P a rk , London, S.W .l, 
a t  5.30 p.m . P ap e r, ” F u r th e r  M echanical A ids for the 
F o u n d ry ,”  by A. S. Beech, M .I.M cch.E .

A ssoc ia tion  of B ronze  and  B ra ss  F o u n d ers
Yorkshire Area  In fo rm al m eeting  com m encing w ith 

luncheon a t  12.30 p.m . in the  G reat N orthern  S ta tion  H otel, 
Leeds.

M id lan d  In d u s tr ia l  D e s ig n e rs ’ A sso c ia tio n

Jo in t m eeting  w ith  B irm ingham  P ub lic ity  Club. '* In d u s tr ia l 
D esign and  P u b lic ity ,” by E. C. M ackenzie, 7.15 p.m ., a t  
th e  Im p e ria l Hotfcl, Tem ple S treet, B irm ingham .

MARCH 10 
In s ti tu tio n  of P ro d u c tio n  E n g in ee rs

Yorkshire Graduate Section  Foundry  P roduction  Problem s 
in R elation  to C astin g  D esigns,”  by A. E . M cRae-Sm ith,
2.30 p.m ., a t  the  Great- N orthern  S ta tion  H otel, Leeds. 1 .

In s t i tu te  of B r it is h  F o u n d ry m e n

Newcastle-Ufioti-Tyne Branch :—D iscussion of R eport T.8.23i, 
** R ep a ir an d  R eclam ation  of Grey-iron C astings by W eld
ing  an d  Allied M ethods,”  6 p.m ., a t  N eville H a ll, W estga te  
Road, N ewcastle-upon-Tyne.

Scottish Branch  P a tte rn m a k in g  a s  a n  Aid to  P roduction  
M oulding and  C ore-m aking,” by SJ. A. H orton , and  A nnual 
B usiness M eeting, 3 p.m ., a t  th e  R oyal T echnical College. 
G eorge S tree t, G lasgow, followed by th e  A nnual D inner 
a t  the  G rosvenor R es tau ra n t.

West R id in g  of Yorkshire B r a n c h “  Some N otab le  Alu- 
m inium -alloy C astings ,”  by A. R . M artin , 6.30 p.m ., a t  the  
Technical (Jollege, B radford .

LOW  P H O S P H O R U S

R E F IN E D  & CY LIN D ER

H E M A T IT E

M A LLEA B LE

D E R B Y SH IR E

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

P IG -IR O N
, 0 . ^ -

S W E D IS H  C H A R C O A L  ÇL fit-

^  y\0 'V ’C‘> ^ 1 *  F E R R O  S IL IC O N  12/14°/C

ALLOYS & B R IQ U E T T E S

N .F . M E T A L S  &  ALLOYS 

L IM E S T O N E  

G A N IS T E R  

M O U L D IN G  SAND 

Midland 3375/6 Central 1558 Central 9969 R E F R A C T O R IE S

And a t :—
BIRMINGHAM, 2. LIVERPOOL, 2. GLASGOW, C.2. 
39, Corporation St., 13, Rumford St., 93, Hope Street,
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S IT U A T IO N S  W A N T E D

I71ULLY qualified p ra c tic a l a n d  techn ical 
. FO U N D R Y  M ANAGER, w ith  iron, 

m alleab le  and  steel experience, w ith  full 
du ties, seeks engagem en t. Assembly, 
m ach in ing  an d  com m ercial experience.— 
R obinson , 52, L y n d h u rst R oad, E rd ing ton , 
B irm ingham , 24. T e l . : ER D . 0121.

Me t a l l u r g i s t  m d , spec ia lis t in 
w liito -heart m alleable cas tin g s  p ro

duction, seeks position  of responsib ility  
w ith  progressive firm. P rep a red  to tak e  
e ith e r techn ica l or production  job .—Box 
658, F oundry  T rade J ournal.

171 OU N D RY  E X E C U T IV E  seeks change 
offering scope for ex tensive experi

ence in th e  production  of h igh -du ty  iron 
castings. W illing  to tak e  financial 
in te res t, p referab ly  w ith  d irec to rsh ip , in 
progressive foundry . H ig h est references.— 
Box 668. F oundry T rade J ournal .

V I  T R  E C U S  E N A M E L L IN G  
M ANAGER, New ap p o in tm en t 

desired by  ad v er tis e r who h a s  first-class 
know ledge o i bo th  techn ica l and  p rac tica l 
ap p lica tio n  of enam els for th e  dom estic 
field from  f r i t  m a k in g  to th e  finished ware, 
also extensive know ledge of th e  sign  
trad e , inc lud ing  screen  work. C apable 
o rgan iser of m ixed labour.—Box 648, 
F oundry T rade J ournal.

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

R A T E F IX E R  /  ESTIM A TO R  required  
for la rg e  m echanised  Iro n  and  Steel 

Foundry  p roducing  lig h t and  m edium - 
heavy c as tin g s . A pp lican ts  m ust have ex- 
pericnce of e s tim a tin g  and  q u o tin g  from  
d raw ings or p a tte rn s .—IVrite, g iv in g  full 
p a rtic u la rs  of age, experience, prev ious 
positions held an d  sa la ry  requ ired , to 
Messrs. JonN F ow ler & Co. ( L eeds), L i d ., 
Sprotborough W orks, D oncaster.

I F O U N D R Y  M ANAGER requ ired  for 
Iro n . A lum inium  and  N on-ferrous 

Foundry  in L ancash ire . A pplican t m ust 
be a® experienced p ra c tic a l m an , ab le  to 
o rgan ise , contro l lab o u r, e stim ate  and  
opera te  jo b b in g  foundry  p roducing  all 
ty p es  of cas tin g s  up to  6 tons, includ ing  

( lo;im and  m ach ine m oulding . M odern 
bu ild ing , can teen , pension schem e. Good 
prospects for r ig h t m ao .—Apply, w ith  full 
deta ils, p ast experience, an d  sa la ry  re 
qu ired , to  Box 616 . F o u n d ry  t r a d e  
JOURNAL.

Me t a l l u r g i c a l  c h e m i s t  or
M E T A L L U R G IST  w anted  for 

E ng in ee rin g  W orks in  th e  South of 
E ng land , to  ta k e  ch arg e  of lab o ra to ry  and  
to  a ss is t C hief M eta llu rg is t a n d  F o undry  
M anager. Should be conversan t w ith  th e  
a n a ly s is  and  m ic rog raphy  of steel, cas t 
iron, copper base a n d  a lum in ium  alloys, 
a s  well a s  F o undry  Sand C ontro l.—Apoly, 
s ta t in g  age. experience, qua lifica tions  
an d  sa la ry  requ ired , to  C h ie f  M etallurgist, 
Box 618. F oundry T rade J ournal

S IT U A T IO N S  V A C A N T — C o n td .

I F O U N D R Y  M ANAGER. E xcellent
o pportun ity  for energetic  m an 

a 55/45), capable  of con tro llin g  m odern 
foundry , c ap ac ity  15/20 tons per week, 
lig h t a n d  m edium  ferrous a-nd non-ferrous 
c as tings .—Apply in  w r i t i n g : T he
H amworthy E n g in e er in g  , Co., L td ., Poole, 
D orset.

P E R S O N A L  A SSISTANT to  the 
JL D irectors ol C onstructional E n g in 
eers a n d  Iron founders  in  th e  M idlands. 
Com m encing sa la ry  £600 per annum , w ith  
housing accom m odation  if requ ired .— 
Box 606, F oundry T rade J ournal.

]\/T A N A G E R  w an ted  for Steel Foundry  
JL’ X  on E as t of Scotland. P resen t ou tpu t 
app rox im ate ly  100 tons of m e ta l p e r  week 
by e lectric  fu rnace process. A verage 
types of c as tin g s  produced w eigh from  a  
feiv pounds to 20 cAvts. B oth  d ry  and 
g reen sand m ethods a re  in operation . 
A pplican t m ust have experience in floor 
m oulding an d  sem i-m echanised m ethods. 
An exceptionally  avcII a p po in ted  house is 
availab le .—A pply in  w riting , s ta t in g  age, 
d e ta ils  of experience, references, and 
sa la ry  requ ired , to  Box 632, F oundry T rade 
J ournal.

F OREM AN  requ ired  for I ro n  Foundry  
p roducing  B uilders’ C astings. Know- 

lcdge of sem i-m echanisation . Staff of 30. 
Pension  schem e. H ouso a v ailab le . South 
Y orkshire tow n.—Box 634, F oundry T rade 
J ournal .

E x p e r i e n c e d  p a t t e r n m a k e r
fo r h igh-class rep e titio n  p a tte rn s . 

P e rm anen t position. H ousing  accom m oda
tio n  av a ilab le  for su itab le  a p p lic an t a f te r  
5 m on ths ' s a tis fac to ry  service.—R ichards 
( L eicester), L t d ., Phoenix Iro n  W orks, 
Leicester.

W ORKS C H E M IST .—E xcellen t oppor
tu n ity  for young  m an, a g e  20/25 

years. M ust have good know ledge of 
C upola P rac tic e  an d  Sand Control, w ith 
ad eq u a te  chem ical and  physical experi
ence. F irst-c lass  c an teen , w elfare  fa c ili
ties, a n d  staff pension schem e.—A pply, 
g iv ing  fu llest p a rticu la rs , to  W o r k s  
M a n a g e » ,  Sm ith & W ellstood. L td ., 

B onnybridge, Scotland.

I F O U N D R Y  M AN A G ER  req u ired  for 
C lydeside M echanised N on-ferrous 

F oundry , p roducing  up to  30 tons per 
week. N on-ferrous experience essen tia l. 
A pp lican ts  should be good organ isers, 
capab le  of ta k in g  com plete charge. Staff 
a n d  pensionable prospects.—Please s ta te  
fu ll d e ta ils  o f experience an d  sa la ry  re 
quired  to  Box 664. F oundry T rade 
J ournal.

A U ST R A L IA  requ ires  sk illed  .M E TA L 
W O R K E R S : L a th e  T u rn ers: M illing, 

D rilling , G rind ing  an d  P la n in g  M achin ists ; 
B orer O pera to rs ; Die S inkers; Tool 
M akers, Iron  M oulders; B o ilerm akers.— 
A pply G eneral E migration Service . 33. 
H anover S treet, E d in b u rg h . 2.

S IT U A T IO N S  V A C A N T - C o n td -

I7I0U N D R Y  FO R EM A N , a g e  39 
(m oulder). C ity & G uilds, desires 

position  as S U P E R IN T E N D E N T  or 
M ANAGER. E xperience m ach ine  tool, 
m arin e  eng ineering  an d  jo b b in g  c as t
ings. G recnsand, d rysand , loam , 200 tons 
week. M echanisation , sand  control, 
furnaces, etc .—Box 676, F o u n d ry  T ra d e  
J o u r n a l .

A N experienced FO U N D R Y  M ANAGER 
requ ired  for L igh t/M ed ium  F oundry  

in  L ancash ire  p roducing  200 tons finished 
c as tin g s  weekly. E xperience of m echanised 
p la n ts  essen tia l. Good house availab le . 
S a la ry  £ 1,000 to  £1,200, a cco rd in g  to  ex
perience. N on-contributory  pension scheme 
in force.—A pplications in confidence, 
s ta t in g  previous experience a n d  qua lifica
tions, to Box 682. F oundry T rade 
J ournal .

I7IO U N D R Y . M A N A G ER  w an ted ) to  ta k e  
full charge  of sm all B rass F oundry  

d ealing  in l ig h t c as tin g s  in  W est of Scot
land  tow n, n e a r  G lasgow. G enerous term s 
offered to  experienced a n d  energetic  m an .— 
A pplications, w ith  full p a rticu la rs , to 
Box 678, F oundry T rade J ournal.

YO U N G  M an, w ith  experience of m etal 
a n a ly sis  and  cupola p rac tice , to 

t ra in  to ta k e  ch arg e  of sm all L abo ra to ry . 
Good prospects for su itab le  a p p lic an t.— 
Apply, s ta l in g  ag e  and  sa la ry  required , 
to Box 680, F oundry  T rade J ournal.

1 F O U N D R Y  FO R EM A N .—The E a s t 
Sussex E ng in ee rin g  Co., L td . 

(form erly  Jo h n  Every- (Lewes). L td.), of 
th e  Phoen ix  Iro n  W orks, Lewes, Sussex, 
requ ire  a  first-class FO U N D R Y  F O R E 
MAN, w ith  experience of so ft grey  c a s t
ings up to  8 tons w eigh t. M echanical 
foundry  experience a n  ad v an tag e , b u t not 
essen tia l.—W rite , g iv in g  de ta iled  in fo rm a
tion  of p a s t experience, age,- s a la ry  re 
qu ired , etc ., to M r. E. E. R urciiell a t  the 
above address.

C O U N T Y  O F  R E N F R E W  E D U C A T I O N  
C O M M I T T E E .

A p p l i c a t i o n s  a re  inv ited  for the 
post of IN ST R U C T O R  IN  

FO U N D R Y  PR A C TIC E a t O akshaw  
Technical School, P aisley .

C andidates m ust be su ita b ly  qualified 
to  u n d e rtak e  in s truc tion  in Foundry  
P rac tic e  a n d  in Science an d  C alcu la
tions to  D ay-R elease s tu d en ts  following 
C ity  an d  G uilds Courses. B asic sa la ry , 
w ith  “  p lac ing  ”  in respec t of approved 
in d u s tr ia l experience, will be £3(25 to  £520 
per an n u m . An ad d itio n a l p ay m en t not 
exceeding  £97 per an n u m , m ay  be m ade 
following upon a  revision of th e  ex isting  
w ork ing  week and  len g th  of session of th e  
school.

Form s of ap p lica tio n  can  he ob tained  
from th e  D irecto r of E ducation . County 
E ducation  Offices. 16, G lasgow R oad. 
P a is le y ,'w ith  whom th ey  should be lodged 
a s  soon a s  possible.

R O B E R T  U R Q U H A R T.
C ounty C lerk.

C ounty E ducation  Offices.
16, G lasgow Road. P aisley .
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NO N -F E R R O U S  FU RN A CEM A N  re 
qu ired . Previous experience essen

tia l. Good wages, excellent p rospects for 
su itab le  ap p lic an t. Age 35-45.—W rite  Box 
672. F oundry T rade J ournal.

I710R EM A N  PA T T E R N M A K E R , fully 
e x p e rie n c e d  in  a ll  b ra n c h e s  o f th e  

tr a d e ,  d e s ire s  c h a n g e  to  s im i la r  p o s itio n  
w ith  p ro s p e c ts .—B ox 674, F oundry T rade 
J o u r n a l .

_  P A T E N T

T H E  P ro p rie to rs  of P a te n t No. 
513,604, for “ Im provem ents in or 

re la tin g  to  A lloying  M olybdenum  w ith 
Ferrous M etals ,” desire  to  secure com
m ercial ex p lo ita tion  by licence or o th e r
wise in th e  U nited  K ingdom .—Replies lo 
H aseltine, L ake & Co., 28, Southam pton 
B uild ings, C hancery  I-ane, London, W.C.2.

F IN A N C IA L

A D V E R T IS E R S  would consider pu r
ch as in g  p a r t  o r ivhole in te re s t in an  

e stab lished  concern of E ngineers  (any  
sphere) or Iro n  Founders. A m ount of 
c ap ita l involved secondary  consideration , 
provided ju s tifiab le  by p ro fit earn in g
record. C on tinu ity  of m an ag em en t and
personnel desirable. B rief p a rtic u la rs
invited to Box 670, F oundry  T rade
J ournal.

W O R K  W A N T E D

W O R K  w anted . Low phos. iron  su it
ab le  Diesel an d  o ther p ressure  w ork. 

P ieces no t over 1 ton. P a tts .  required  
su itab lo  m achino m oulding . L ocation 
Clyde a re a .—Box 534, 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  W A N T E D

A G EN CY  requ ired  fo r M idland 
C ounties, w ith  reputable’ Com pany, 

for R epetition  G rey Iro n  C astings. Can 
build  up  very su b s ta n tia l Aveckly tonnage  
im m ediate ly  fo r pe rm an en t w ork. Com
m ission basis. P lease  s ta te  fu ll d e ta ils .— 
Box 666, 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  W A N T E D

W ANTED.—Stock C onverter P lan t, 
25/45 cw ts. c ap ac ity .—Box 662. 

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

oF F E R  YOUR SU R PL U S PLANT  
TO

F R A N K  S A L T  & C O . ,  L T D .,
S ta tio n  R oad , B lackho ath , B irm in g h a m . 

B L A . 1635.

I7H H JN D RY  C upola; 3 f t. 6 ill. or 4 ft. 
d iam eter. In  good condition. 

A pprox. 31 f t. h igh .
T H E  H I L L  T O P  F O U N D R Y  C O . ,  L T D  

W e d n e s b u ry , S taffs.

W A N TED. — One self - m otorised, 
440/3/50, Sand M ill. 4 ft. 6 in. 

to  5 f t. pan .—R eplies, s ta t in g  w here ly ing  
and  p rice  requ ired , to  Box 652, F o u n d r y  
T r a d e  J o u r n a l .

S K LE N A R  ” F U R N A C E -5 0 0  lbs. 
capac ity , oil Bred; com plete w ith  

blower. Spare se t of bricks fo r re-lining. 
Price £250.—Box 286, F o u n d r y  T r a d e  
J o u r n a l .

F O R  S A L E .

NO. 1 and  No. 2 Pneulec R oyers. New 
condition.

F R A N K  S A L T  & C O . ,  L T D .,  
Statio n  R o ad , B lackh e ath , B irm in g h a m . 

B L A . 1635.

F O R  S A L E .

L a n c a s h i r e  b o i l e r  f l u e s ,  su it.
able, for Cupolas; can  be inspected 

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

Cox G re e n  W o rk s , B ro m ley  C ro ss , n sa ,  
B olton .

T e l.  N o . Eag ley 600/1/2

f  PA IR S Steel M oulding Boxes for O U  Sale. 16 in. by 14 in. by 4 in. by 
4 in.

W . H O O K E R .  L T D .
4, M idland C re sc e n t , Lo n d o n , N .W .3 .

F O R  S A L E .

f t  BRA N D  NEW  2-Ton E lectric  O verhead 
/W T ravelling  C ranes. 30 ft. Span. 
E lectric  H o ist and  Cross Travel, and  H and  
Long Travel.

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

S ta tion  R oad , B lackh e ath , B irm in g h a m . 
B L A . 1635.

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

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

eacli to  clear.
B rand  new SAND D R Y E R ; 

1 ton  per hr. £48.
Two com plete sm all CUPOLAS, 

30 in . d iam ., £150 each, including 
K eith  B lackm an F ans, etc.

25 p rac tically  new BALE-OUT 
FU RN A CES, cheap.

31 in . CUPOLA com plete, by 
“  C onstructional,”  w ith  sp a rk  

a rre s te r , K eith  B lackm an  Blow er 
and  new lin ing—a ll  a t  £250.

48 in. d itto  com plete, for £375.
ADAPTABLE M O U LD IN G  MA

C H IN E S . £45 each.
SAND M ILL S, by J a s . E vans. 

4 f t. d iam .. £48; 5 ft. d iam ., £120.
T IT A N  CORE BLOW ER, a s  new, 

150 lbs. £285.
Several W E IG H IN G  MA

C H IN E S, by Avery. Type 282, a s  
new. cheap.

L arge  stock new Broomwadc 
Compressors, new. A.C. M otors 
an d  K eith  B lackm an F ans.

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 lia  Road, S lough  

T e le p h o n e : S lough 22877.

1TIOR SALE.—B ritish  F urnace, semi 
ro ta ry . 800 lbs. caiiac ity . G as or 

oil fired.—Box 640, F o u n d r y -  T r a d e
J OURNAL.

L A D L E S  IN  S T O C K  A T  B L A C K H E A T H .

|  pr-CW T. G eared Ladle, by A lldays A 
Y ' J  O nions. B rand  New.

3-Ton G eared Ladle.
5-Toil D itto .
12-Ton D itto .

F R A N K  S A L T  & C O . ,  L T D .,
S ta tio n  R o ad , B lackh e ath , B irm in g h a m .  

B L A . 1635.

R O TO IL Size No. 2 Sand M ixer, 2-cwt. 
c ap ac ity . D ia. ol pan  2 f t. 3 in -  

dep th  1 ft. 4 in., worm driven , enclosed ’ 
gearbox in  o il; se lf-d ischarg ing  chute, 
th ree  a rm s  and tw o deflectors. £145.

T ITA N  Core Sand M ixer, 130-lbs. 
c apac ity , b e lt or m otor-driven.

U N U SE D  F o rd a th  Ju n io r  Sea-Sand 
D ryer, 10-cwt. per hour, coke-fired.

F oundry  & E ng . Sea-Sand D rver, coke- 
fired, ap p ro x . 3 ft. 4 in. by 2 ft. 8 in. £20.

Colem an P rosam a Sand D is in te g ra to r 
an d  A era tin g  M achine, fitted 7t h .p . m otor 
3/50/400 V., 1,450 r.p .m ., w ith  s ta r te r .
£75.

S. C . B IL S B Y ,  A .M .I .C .E .,  A .M .I .E .E .,  
C ro ssw e lls  Eng in eerin g  W o r k s , Langley  

G re e n , n ear B irm in g h a m . B ro ad w ell 135?

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

/ f _ Q  /V c .f .ir i . BROOM  A W ADE, 
r t f J y j  m a k e r’s No. 23022, vert., 3 cvL, 
s ing le  s tage , w a ter cooled, 30 lb. w‘p . 
323 r.p .m ., d irec t coupled 55-h.p. au to , 
synch. Crom pton m otor 400/3/50.

400-c.f.m. A LL EY  A Me BELLA N, scries 
34B, sizo 7, vert., enclosed, 2 s tag e  
2 c rank , double a c tin g , w a ter cooled 
100 II). w.p., 975 r.p .m ., w ith  vert. P.M. 
intercooler and  afte rcoo ler, vce rope driven 
by 95-h.p. S.C. m otor by L.D.M .. 400/3/50.

400-c.f.m. TIL G H M A N , ty p e  GB3. vert.. 
2 s tag e , w a ter cooled, 100 lb. w.p 320 
r.p .m ., w ith  infercooler.

250-c.fm . A LL EY  A M cLELLA N , 
Sentinel series 28A, vert., s ing le  cyl 
w a te r cooled, 100 lb. w .o.. 360 r.p .m  belt

fp*m p: l : d m  s / r  ">»*”

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

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

%nd S T A N N IN G L E Y  nr. L E E D S
T e l ; P u d sey  2241

DELIVERY EX 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 N EW  

Illustrated catalogue on request

E L E C T R O G E N E R A T O R S
L T D .

14 AUSTRALIA RD.. SLOUGH
Telephone: S L O U G H  22877 

B U Y  F R O M  US A N D  S A V E  M O N E Y
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W O RKS
S U R P L U S  P L A N T  F O R  IM M E D IA T E  

D IS P O S A L .

"  P O L F O R D "  F O U N D R Y  P L A N T  A N D  
E Q U IP M E N T —IM M E D IA T E  D E L IV E R Y

P O LFO R D  ” CO RE SAND M IX E R . 
1-cwt. c ap ac ity , h.p. M otor; 

3-cwt. c ap ac ity . Yee Rope Driven.
E ith er w ith  or exclusive of M otors, 

a r ra n g e d  fo r Yee Ropo Drive.
“  PO L FO L D  ”  LABORATORY M IX E R . 

50-lbs. c ap ac ity , 2 h .p . M otor.
“  PO L FO R D  ”  ROTARY M IX E R  

M IL L E R , w ith  A era to r. 3-cwt. capac ity ,

A L L *T flE  ABOVE W O UND FO R 400/440 
volts, 3-phase, 60 cycles.

“ P O L F O R D ” FU R N A C E S, C EN TR A L 
A X IS -C O K E  F IR E D . 100-bs., 150-lbs., 
250-lbs., an d  400-lbs. capac ity .

O IL  F l l lE D —D ITTO . 400-lbs. cap ac ity .
" l ’O L F O R D ” C R U C IB L E  FU R N A C E — 

O IL  F IR E D . 200-lbs. cap ac ity . ,
“  PO L FO RD  ” COKE F IR E D  M OULD

-P O L F O R D ” V IB R A T O RY  SC R EE N .
" F O R W A R D ” FOUNDRY SAND 

ItlD D L E —T R IP O D  T Y P E . 5-tons per 
hour cap ac ity . M otor D riven, only 
w eighs 200 lbs., fully portab le .

W E A R E S E L L IN G  A G EN TS FOR T H E  
” P O L FO R D  ” R A N G E O F  FO UNDRY 
P L A N T  A ND E Q U IP M E N T , AND IF  
YOU DO NOT SEE L IST E D  T H E  
IT E M  R E Q U IR E D , PL E A SE  LE T  US 
HAVE D ET A ILS , AS IN  ANY CASE 
W E CAN USU A LLY  G IV E V ERY  
GOOD D EL IV ER Y .

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

Phone 26311 ’G ra m s  F o rw a rd .”

R em em ber W a r d s  m ig h t  have  it

F O R  S A L E

NO. 16 A T R IT O R  C R U S H E R  by A lfred 
H erb ert, com plete w ith  Feed H opper, 

overhauled  an d  w ith  a  q u a n tity  of spares. 
Also a  No. 12 A trito r by Alfred H erbert, 
for w hich we have av a ilab le  a b o u t 6 tons 
ot spares. B oth  these  m ach ines a re  offered 
a t  ex trem ely  low priceB fo r qu ick  
clearance.

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

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

T o L :  S tra tfo rd -o n -A vo n  3681,

R A P I DOR F ilin g  and  Saw ing M achine, 
400/50/3 phase.

B irlec C erta in  C u rta in  E lec tric  F urnace  
C ham ber, 46 in. by 18 iu . by 13 in.

H orizon ta l Wood M ortis ing  M achine, by 
Robinson, w ith  a ll tools, a s  new, 400/50/3 
phase.

R eavall C en trifu g a l Vacuum  Set (or 
B lower), 25 h.p. M otor, 400/50/3 phase.

W cstinghouse S team  D riven A ir Com
pressor, a s  new.

Oil T ank , 1.200 ga llons capac ity .
Boiler, su itab le  oil s to rage, app rox . 5,000 

gallons.
L arge  Cupola Blower, w ith  45 h.p. 

Motor, 200/50/2.
B atte ry  of 6-Core D ry ing  C abinets, in 

excellent condition.
H eavy D uty  W inch, by W ilkes, 20 h.p. 

M otor.
P endulum  Conveyor, com plete w ith  re

duction g ea rs  an d  a ll  parts .
E nqu irie s  to  :

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 ro ck m o o r , B r ie r le y  H i l l .  S t a f f s .

T e le p h o n e  : B r ie r le y  H i l l  7026.

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

S U N D ER LA N D  P A T T E R N  & WOOL 
W O R K IN G  CO.. Peacock Stroel 

Sunderland. — P a tte rn jn a k in g ; capacity 
av ailab le ; plato , l ig h t and  heavy p a tte rn s  
keen prices and  qu ick  delivery. ’Fhom 
3979.

CC A PA C ITY , su b stan tia l, av a ilab le  im 
J  m ed ia te ly , fu lly  m echanised  Foundry 

h igh  q u a lity  Grey Iro n  and M alleabh 
C astings; boxes up to  28 in . by 16 in . b> 
6 in .;  P a tte rn m a k in g  fac ilitie s  if  required  
—E. J .  W allaci, 50, W ellington  Street 
G lasgow, 0.2.

CT A PA C IT X  av ailab le  for casting- 
y w eigh ing  from  1 lb. to  12 tons, in 

c lud ing  Qua8i-Besserm ised in g o t m ouldi 
up to  10,000 tons per an n u m .—T he Caosr 
F o u n d r y  & E n o i n x i r i n q  Co., L t d . ,  Gor- 
■leinon. n e a r  Swansea.

I RON Foundry  cap ac ity  av a ilab le  for 
p roduction  of C .I. R ailw ay  C hairs, 

o r p la in  cas tin g s  w ith fla t backs up  to a 
m axim um  of 16 in . by 16 in . by 6 in . deep 
and  up to  1 cwt. in w eight. C om petitive 
prices.—Apply J oseph \ \  illiamson & Co., 
L td ., -Midland F oundry , W ellingborough. 
N o rth an ts .

CA PA C ITY  av ailab le  tor  L ig h t C astings 
w eigh ing  from  1 lb. to  6 cw ts., In 

e lud ing  C astings for V itreous E nam elling . 
— W i s t i r n  L i g h t  C a s t i n o s  F o c n d r h s ,
L t d . ,  Fairw ood Fonndry . Gow erton. near 
Swansea, m a n u fac tu re rs  of m alleab le  iron 
castings.

to 2 tons floor m oulded. P rom pt de liv e ry .- 
Le w is’ F oundry C o., L td ., A m m anford.

P A T T E R N M A K IN G  cap ac ity  a v a ilab le  
for a ll b ranches  of E n g in ee rin g ; for 

h an d  or m achine m oulding. C om petitive 
prices an d  good delivery .—C h a r le s  H i l l  & 
S ons, L td . ,  Albion D ockyard , B risto l.

N o n - f e r r o u s  f o u n d r y ,  cap ac ity
availab le . Inc lud ing  sand  b lastin g ; 

com petition  prices quo ted .—A l i o t t ,  S o n  A 
J a c k s o n ,  \n lv e  M akers and  B rass  
Founders, G reenm ont W orks, H a lifax .

T H E  P a tte rn  E q u ip m en t Co. (L eicester), 
L td ., baa  im m ed ia te  c ap ac ity  to r all 

types of wood and  m eta l p a tte rn s , eqnip- 
m en t for m echanised  foundries a 
spec ia lity .—147, M ount R oad, Leicester; 
Telephone : 23773.

CA STIN G S.—W e can  save your porous 
castings, fe rrous or non-ferrous, by 

au  approved im p reg n a tio n  P rocess;-sam ple  
costings tre a te d .—K ecupero, L t d ., C annon 
C roft W orks, E astco te  R oad, P inner, 
M iddx. 'P hone  P in n e r 7529.

I  RUN F oundry  C apac ity  av a ilab le  for 
sm all an d  la rg e  m ach ine  m oulded 

w ork in  m oderate  q u a n titie s  and  also  on 
th e  jo b b in g  lace.—A pply M anlove, A lliott 
A Co.. L td ., B loom sgrove W orks, 
N o ttin g h am .

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

P AN M ILLS, 4 ft. and  5 ft. d ia . under
driven , s ta t io n a ry  pans, self-dis- 

cn arg in g  new, fo r delivery Irom  s tock .—W. 
i  A .  A .  B r e a l e v  ( M a c h i n e r y ) ,  L t d . ,  Eccles- 
fleld, Sheffield,

S AND M IX E R S  a n d  D IS IN T E G - 
, RATORS for Foundry  a n d  Q uarry ; 

c apac itie s  from .10 cwts. to 10 to n s  por h r.— 
W. A A. E . B realey (M achinery). Ltd ., 
s ta t io n  Works, Ecclesfield, Sheffield.

S T A F F  T IM E  C H E C K IN G  A ND JO B  
COSTING T IM E  R E C O R D E R . All 

sizes for qu ick  cash sale . E xcep tional 
cond ition .—W rite  Box 403, S m i t h s ’, 100, 
F lee t S treet, E.C.4.

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

W JA NTED, by S tuden t of N ationa l 
Foundry  College, back  copies of

I .B .F . Proceedings.—R eply , P . R . G u n n ,  
T or Lodge, M ount R oad, Compton, 
W olverham pton.

W OOD FL O U R  for F oundries. 100 
m esh; superio r q u a lity . 50 tons 

a v a ilab le ; prom pt supp ly .—Box 660, 
F oundry T rade J ournal.

W H E R E  T O  B U Y

EVERYTHING FOR THE FOUNDRY

R I N G

B L A c k f r i a r s  
9 5 1 0

F A C I N G S  
E Q U  I P M  E N T  

R E Q U I S I T E S

FOUNDRY SUPPLIES DEPOT
Q u a y  S t r e e t ,  M a n c h e s t e r ,  3
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B ltO M SG ROV E R ed F o u n d ry  M oulding 
Sand a t  keen  prices. Delivered 

w orks by r o a d — H a w le y ,  L yd iato  A s h , near 
B rom sgrove, W orcs.

N IC K E L  S IL V E R  INGOTS, red u n d an t 
to  c o n trac t, for Sale. Several tons 

to  specification , ap p ro x im a te ly  copper 50 
per cen t., n ickel 12 per cen t., zinc 37 per 
cent., lead  i  per cen t, m ax ., iron  4 per 
cent. m ax . B est o iler.—Box 636, F o o n d r y  
T r a d e  J o u r n a l .

P A T T E R N S in  W ood or M eta l; h tgb  
finish an d  accu racy  m a in ta in ed ; 

p la te  a n d  m ulti-cored w ork a  sp ec ia lity .— 
H aywood B ros., L ittleborongh , Lancs 
8543.

R e f r a c t o r y  m a t e r i a l s . —M ould
in g  Sand, G an iste r, L im estone, Core 

G nm ; com petitive  prices quo ted .—H i n s a l i  
S a n d  Co.. L id ., Silver S treet, H a lifax .

MA N U R E , especially  su itab le  for
F o undry  w ork an d  a s  supp lied  to  the  

tra d e  fo r over 25 years. Q uotations on 
req u est.—F rank G in b t ir , M oxley, Wednes- 
bury . 'P h o n e :  0688 W ednesbury.

P A T T E R N S fo r a l l  b ran ch es  o f E n g in 
eering , fo r H an d  o r M achine M ould

in g .— F urhbton and L aw lor, L i d ., Letch- 
w orth.

CAST IR O N  chaired  sleepers a v a i la b le : 
N orth  M idlands 3.000, M idlands 

6,000 South-W est 5.000—OfTers to  Box 
412, F oundry  T rade J ournal.

FO U N D RY TR A D E JO U R N A L
M IS C E L L A N E O U S — C o n td .

S  BATEM AN for E n g in ee rs’ Wood 
• P a tte rn s .—B olton’s C ourt, B lack 

burn . T e l . : B lakew ater 42179.

W E  buy used or unserviceable Steel 
F ilos a t  good prices, in  lots of 

2 cwts. o r more.
T H O S . W , W A R D  LT D .

R.S. Department,
Albion W orks, Sheffield 

Phone 26311 'G r a m s :  " F o r w a r d .”

MO U L D IN G  BOXES fab rica ted  from 
Alum inium  Alloy o r S tee l: fo r all 

types of welded fab ric a tio n  we can  give a 
first-class job  and  good de livery .—T h i 

G linm oor  E ng . Co., L td ., E y re 's  Avenue, 
S tann ing ley  Road, Leeds. 12.

Mo i s t u r e  t e s t i n g .  -  F am ous
E ngineers w rite  a b o u t "  SPE E D Y  ”  

M O ISTU R E T E S T E R : “ N ot only
' speedy ’ bu t can be usEfi sa tis fac to rily  by 
unskilled labour d u rin g  te s ts .”  A ccurato ; 
po rtab le ; non-electric. 4,500 in use, for 
foundry sands, refractories, m an y  o ther 
m ateria ls. Complete, £21 10s, Im m ed ia te  
d ispatch .—W rite  fo r I llu s tra te d  Brochure 
to Tnos. A s h w o r t h  & Co., L t d . ,  (D ept. 
F .T .J .), B urnley, Lancs.

C A S T IN G S  o r M A C H IN IN G

CO M P L E T E  production  av a il
able, good q u a lity  G rey Iro n  

up to  10 cwt. Alum, up to  160 lbs.; 
m illing , tu rn in g , boring , p lan ing , 
etc.

T R I A N C O  L T D . ,
E a s t  M o lesey .

T e l.  E m b e rb ro o k  3320

M IS C E L L A N E O U S —C o n td .

E X W .D. Steel S to rage  B ins, 4 in.
gauge, box ty p e ; m ak e  good

stillag es , 36 in. by 18 in. by 16 in . and
36 in . by 18 in. by 21 in . 30s.

K oith B lackm an  1 h.p. Cyclone F an ,
w ith  ducts and  hopper. £25.

C . G . N E L S O N ,
118, A n c h o rw a y  R oad , C o v e n try .

29

H. C. HOPPER (Kingston) Ltd. 
HAMPDEN ROAD, KINGSTON  

K IN  0177/8/9
P A T T ER N S  (Wood & Metal) 
C A S T IN G S  (Iron & Non-Ferrous) 
G EA R  C U T T IN G  
G E N E R A L  M A C H IN IN G  

All at our 
K IN G S T O N , W O R K S

Good Deliveries

31

L A W S  & S O N ,
( N e w  A d d re ss)

Hanbury Road, Acton, 
( A C O r n  1883)

W.3

A ll  typ e s of p a tte rn s , W o o d  o r  
M e ta l. S P E C IA L  L A R G E - T U R N 
IN G  F A C I L I T IE S .  S u b -co n tra cts . 
N o n -fe rro u s castin g s.

PLANT WANTED
A well known Birmingham Aluminium Gravity Diecasting Foundry invites 
manufacturers to send their latest lists of the following classes of equipment 
for which Tenders w ill be requested in connection with a new extension 

scheme now in hand.

A IR  C IR C U L A T IN G  H .T . F U R N A C E S  

D ISC  G R IN D ER S  (Double-ended) 

B A C K -S T A N D  G R IN D ER S  

X -R A Y  E Q U IP M E N T  

C O R E  B L O W E R S  

D R ILLE R S  (Production)

M ILLER S  (Production)

M E L T IN G  F U R N A C E S  (Alum inium Alloy) 

S P A C E  H E A T IN G  IN S T A L L A T IO N S  

S T O R A G E  E Q U IP M E N T  

P A R T IT IO N IN G  U N IT S  

T IM E  C L O C K S

Offers and full particulars to 

BO X 266, TOM C . GOUGH ADVERTISING SERVICE, 13 COLM ORE RO W , BIRMINGHAM, 3.
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W 2 3 S M  H E

PLATE PATTERNS LOOSE PATTERNS
W O O D  and M ET a L  for M A C H IN E  U P  T O  H IG H E S T  D IM E N S IO N S

or H A N D  M O U L D IN G
Finest Workmanship. High Technical Assistance for Easy Foundry Production

MOST MODERN SPECIALISED PLANT IN SOUTH ENGLAND  
Keen Quotations. Good Delivery.

Sand  jronr «nqw lrla* Co I

B. LEV Y & CO., OSBERT STREET, LONDON, S.W .I
T n ltp h o n *» : V ic to r ia  1073 & V icto r ia  7486

SPECIA LISTS
IN

A IR C RA FT  A N D  
M 3 TO R  P A TTERN S

M STA L PA TTERN S  
FO R  LO O S E  O R  

M A CH IN E M O U LD IN G

P LA N T C A TER S  
FOR

L A R G I P A TTERN S

PA TTERN  EQUIPM ENT
!N

WOOD OR METAL
TO SUIT

M O D ERN  F O U N D R Y  T E C H N IQ U E
T H E  U N IV E R S A L  P A T T E R N  C O .

269. ROTHERHITHE NEW  RD„ S.E.I6 BER. 2590

H IGH  D E G R EE  OB 
A C C U R A C Y  

M A IN TA IN ED

C O M PETITIVE  
PRICES A N D  G O O D  

D ELIV ERS

C A S T IN G S , IRO N  
A N D  

N O N -FER R O U S

P A T T E R N  S
W O O D  A N D  METAL

O v e r  1 0 0  S k i l l e d  C r a f t s  me  n a t  y o u r  s e r v i c e

H A L L  L A N E  
A Y L E S T O N E  
L E I C E S T E R

TELEPHONE
LEICESTER 32261

G.PERRY&SOHS
L T D .
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PA TTERN M AKERS
(Engineering) C O . LT D .

Shrewsbury Road,London, N.W.10.
H IG H -C L A S S  P A T T E R N S  

N O N -F E R R O U S  
C A S T IN G S

P h o tu  : BLQAR 8031/2

S U R R E Y  P A T T E R N S
9a FRITH ROAD, CRO YDO N

E N G IN E E R S  P A T T E R N M A K E R S
Pine, Mahogany or Metal Patterns 

for Plate or Hand Moulding 
Non-Ferrous Castings 
T e le p h o n e  : C R O .  0994

P A T T E R N M A K IN G
LARGE CAPAC TY AVAILABLE 
III ALL BRANCHES OF THE TRADE
MARSDEN HIND & SON LTD.

G U ID E  B R ID G E  W O R K S , 
J O H N  S T . A S H T O N -U -L Y N E .

EST : 1929 TEL : A S H  242«

J. F. P asse  & C o .
(Sole Partner :  JAS. F. PASSE)

P A T T E R N  M A K E R S

PATTERNS FOR SHIPBUILDERS AND MARINE ENGINEERS, ENGINEERS AND M ACHINE 
TO O L M AKERS, MOTOR, ELEC TR IC A L, C IV IL AN D CO N SU LTIN G  EN GIN EERS, IRO N , 
BRASS AN D STEEL FOUNDERS, BU ILDIN G C O N STRU C TO RS , PATENTEES, ETC . 

ALTERATIO N S AND REPAIRS TO  EXISTIN G PATTERNS

8 - 1 2  F O R B E S  P L A C E
Telephone - PAL 2553

P A I S L E Y

Foundry Supplies & Specialties . . . 
. . . lor every Foundry

•  C R U L IN  CORE OILS. COMPOUNDS, CORE GUMS, 
BINDERS, MOULD & CORE PAINTS & 
WASHES

9  C R U D E X  & C R U D O L  CORE POWDERS

9  C E Y L O N  P L U M B A G O E S  FOR ALL CLASSES OF 
CASTINGS

9  S P E C IA L  F O U N D R Y  B L A C K IN G  {IN  THREE  
QUALITIES)

9  B O N D E D  (OR PREPARED) BLACKINGS (IN  THREE  
QUALITIES)

9  » B E E C R O  ”  SILICA FREE PARTING POWDER (CON
F O R M I N G  TO H O M E  O F F I C E  
REGULATIONS)

9  A L S IC A  FEEDER HEAD COMPOUND FOR IRON & 
STEEL CASTINGS

SAND M IXERS & MILLS, RUMBLING BARRELS, ETC . AND A FULL RANGE OF FOUNDRY REQUISITES & SUNDRIES

FOR HIGHEST QUALITY MATERIALS & PROMPT SERVICE APPLY

BRITISH FOUN DRY UNITS LTD.
TH E FO U ND RY SPECIALISTS

T e l e p h o n e  : 2719
T e l e g r a m s :  R E T O R T .  CH ESTERFIELD

RETORT WORKS, CHESTERFIELD



•  •  W A T S O N S  •  •
( M E T A L L U R G I S T S )
--------------L T D  --------------

F e rro  A llo y  JPotvdcrs9

All m eshes, for Inoculations, Coatings, Spraying 
and Dustings. All Foundry Metals and Supplies 
for Steel or Iron. Refractories and Reagents.

A ll grades o f F erro  A llo y s

PULVOMETAL WORKS, MILL LANE, DR ONFIELD 
NEAR SHEFFIELD

Telephones: 3136-3137 Dronfield Telegrams : Cargo, Dronfield
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G U N M E T A L M A N G A N E S E  B R O N Z E P L U M B E R ’S BRASS

Balfour House, 
Finsbury Pavement, 
L O N D O N , E.C.2

Monarch 7941/2

in STA N D A RD
and

C U S T O M E R S ’ O W N  
S P E C IF IC A T IO N S

Head Office 8c W o rk s ¡ 
Tyseley,
B IR M IN G H A M  II

Victoria 0584/5/6

TYSELEY METAL WORKS LTD.

LABORATORY CONTROLLED

INGOTS a n d  SHOT
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S IN E X  HIGH F R E Q U E N C Y  V IB R A TO R S  
A N D  V IB R A T IN G  SCREENS

3 Ton Model 
I l l u s t r a t e d

Larger and smaller 
machines available

For the easy handling of Foundry Boxes, too heavy for a f
Knock Out Grid, this machine will rem ove the most 
stubborn sand from the casting, in a fraction of the time 
n eed ed  by present methods. (Links to suit requirem ents).

quirements

S in e x

FIG. 7 SINEX VIBRATING BEAM

FIG. 10 (on left)

Sinex Vibrating 
Screen 6ft. x  3ft. 
Single Deck. Hour
ly output —IS tons 
of sand through 
f  inch mesh.

This screen  is also 
manufactured in 
sizes to suit re-

FIG. 8. (illustrated below )
An important function of Sinex High Frequency  
Vibrators is the application to Sand and Storage 
Hoppers. To facilitate the rapid discharge of the 
material, long exp erience has shown that the fitting 
of a Sinex Vibrator to a Hopper containing the most 
stubborn material will avoid " arching ” or 
“ funnelling” of the material in the neck  of the 
Hopper and assure a regular flow. Fig. 8 show s a 
batch of moulding Sand Hoppers fitted with Sinex  
Vibrators. These machines are manufactured in 
various sizes suitable to the capacity of the Hopper, 
and are wound suitable for any electric 3upply, 
single or 3 phase A.C.

E N G I N E E R I N G  CO., LTD.
Telegrams: Armorigue, Sowest, London

2, C A X T D N  S T R E E T  • L D N D O N  • S • W • I
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PARTING FLUID

C U T
MOULDING

J 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

J  |  J  « « © ¡ 5  « 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  

M  9 P E R F E C T  P A T T E R N  S T R IP  

•  PATTERN HEATING UNNECESSARY

G I V E  Y O U R  P A T T E R N S  A N D  C O R E  B O X E S  T H E  WONSOVER N O W

§T@lil-WMILW©RK
LIM ITKB.I5 Z VICTORIA 5TREE LONDON. SWI Phone c Grams

VICTORIA 048?

( Incorporating The Coleman Foundry Equipment Co., Ltd.)
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SINGLE WHEEL 
FLOOR GRINDING 
MACHINES

Write for Details

F. E. R O W L A N D  & CO. L T D . N “ SESftN G3r STO CK PO R T

This sturdy machine can be supplied in three sizes, 30in. by 4in.— 
24in. by 3in.— I8in. by 2^in. either left or right hand, and is equally 
suitable for the awkward shaped or lengthy type of casting that 
cannot be accommodated on double ended machines. It is a very 
useful asset to foundries both large and small. Double ended high 
speed machines in the above sizes are also available.

ALL STEEL CONSTRUCTION
9

SURFACE SPEED 
9,500 FT. PER MIN.

9
COLLET WHEEL 

MOUNTING

SPECIAL BEARING 
APPLICATION

9
THREE COMPULSORY 

SPEED CHANGES
9

FOOL PROOF SAFETY 
DEVICE
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M E T A L  S P R A Y IN G
with Z inc,

T in ,
Brass,
Stainless Steel, etc.

S H O T R L A S T IN G
24 Hour Service.

The Walsall Sandblasting Co., Ltd. 
Blue Lane W est, Walsall

'Phone:  Walsall 5708

The eyes of industrial workers may be exposed to 
harmful invisible radiation as well as to intense light. 
Chance eye-protective glasses have been developed to 
protect the eyes under these conditions.

1 P ro tex  ’ for instance, is a general-purpose g lass for w elding  
operatives— it absorbs a lm ost entirely the infra-red and ultra
vio let rad iations, m ore than m eeting the specifications o f  
BS.679/47. T he e leven  sh ad es o f  Protex cover all requirem ents 
for electric and general gas w elding.

‘ P rota l ’ a new  glass a lso  con form in g  w ith B S .679/47, gives 
.com p lete  protection  in all k inds o f  gas w eld ing w ith flux.

‘ N eodex ’ is designed particularly for th ose engaged in lamp- 
w orking g la s s : it absorbs the sodium  ligh t rays, thus alm ost 
elim in ating yellow  glare, besides giv in g infra-red protection .

‘ C rookes G la sses  ’ (in the fou r shades A L P H A , A 2 , B and B2) 
give protection  to  operatives not look in g  directly at a w elding  
arc but exposed  to scattered radiation  in its vicinity. Besides 
absorbing u ltra-violet radiation , these glasses reduce glare from  
visib le  light by varying a m ou n ts , depending on the grade used. 
T ypes B and B2 are recom m ended for this, B2 being the darker.

• protex' (regd.), protal, neodex', and crookes g lasses are m ade 
by C hance Brothers L im ited . Send for  illustrated leaflet for 
fu ll details.

F O R  S C I E N C E ,  I N D U S T R Y  A N D  T H E  H O M E
C H A N C E  B R O T H E R S  L I M I T E D ,  G la s s m a k e r s  s in c e  1824 
H ead Office: G lass W orks , Sm ethw ick  40, B irm ingham . London Office: 
28 S t. Jam es’s S quare , S .W .l. Branch W orks : G lasgow , S t. H elens 

and  M alvern .

T H O M A S  H ILL-JO N ES, LTD.
M A N U F A C T U R I N G  CHEMISTS 

IN 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  
and a t M eeso n ’s W h a rf , B ow  B rid g e , E .I5

P h o n e  : Ease 3285 G r a m s  : 44 Hill  J o n e s ,  B o c h u r c h ,  L o n d o n  4

F O U N D R Y  B L A C K IN G S ,  C H A R C O A L ,  C O A L  DU S T ,  
BEST 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  

MADE T O  C U S T O M E R S ’ S PE CIFIC ATION

Establ ished  1830. Old-established  yet up  to date  in every detail  t h is  
organisation prov ides a specialised service for the foundry  industry 

that  ensures  rapid  de livery and low prices all the  t ime

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.
C a st in g s S an d -B lasted

“ ST A R  FO U N D R Y ”
B i r m in g h a m  S t r e e t ,  

W IL L E N H A L L ,S T A F F S .
T e le p h o n e :

251/2  W IL L E N H A L L  
T e le g ra m s :

“ S T A R  FO U N D R Y , 
W IL L E N H A L L

W I L L I A M  H A R P E R ,
S O N  &  C o .  (W IL L E N H A L L ) L t d ,  
M alleable and Soft Grey Ironfounders

THE  “ E X P R E S S ” PNEUMATIC V IB R A tO R

“ E X P R E S S "  V ib ra to r *  e lim in a te  b a tte re d  p la te s—  
save  t im e  and m on ey.

F I S H E R  F O U N D R I E S  L T D .
ALBION ROAD, GREET, BIRMINGHAM. Phone: VIC 0197

Avai la b le  In 
t h r e e  sizes  : 

I"  b o r e  4 0 / -
i r  .. 55/ -  
i r  .. 65/-
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FOUNDRY FACINGS FOUNDRY FURNISHINGS

S H A L A G O
BONDED

BLACKING
M IX  O N L Y  W IT H  C L E A R  W A T E R  

FO R
D R Y  S A N D  M O U LD S  
A N D  C O R E W A S H

W* 4 I H H IM  & C? L'.'
GLASGOW  FALKIRK CHESTERFIELD

DEEPFIELDS near BILSTON 

& MIDDLESBROUGH
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‘And Ransomes 
solved ou r 
h an d lin g  
problem s

T y g e r ,  T y g e r ,

h u r t l i n g  b r i g h t . . .

Like the “  Tyger, burning bright ”  of William Blake’s 

mystic poetry*, the molten masses of the modern 

foundry or melting shop are voracious and rageful.

T o  govern these tigrine passions of heat-liquified 

metals, w e b c o l i n e  Ramming Refractory was evolved. 

A ndin  our industrial “ forests of the n ig h t” 

w e b c o l i n e  Ramming Refractory is the M onolithi: 

lining that supremely rules the “  fearful symmetry ” 

of Steel Converters and Rotary Furnaces.

P er the fu ll story o f w e b c o l i n e  write 
fo r  our free action-illustrated booklet

W E B C O L I N E
M anufactured by W e b s t e r  &  CO. (Sheffield) l t d .  

482 Attercliffe Road, Sheffield T  elephone 41191

* T y g c r, T y g e r, b u rn in g  b rig h t 
In  th e  fo res ts  o f  th e  n ig h t,

W ha t im m o rta l h an d  o r eye 
D are  fram e th y  fearfu l sym m etry?  

“ T h e  T y g c r” — W illiam  Blake

RANSOMES, SIMS & JEFFERIES, LIMITED
O R W E L L  W O R K S  • I P S W I C H

T h e 4* F o rk  L ift 20” 
20 cw t. capacity .

1 ton T ractor and 
Trailer ansomes

E L E C T R I C

Goods handling is an operation 
taking place in your factory every 
moment of the day. If not carefully 
planned, it can neutralise any 
advantages gained by modern 
methods of production. Ransomes 
can tell you how to avoid this heavy 
burden, and they will send repre
sentatives to discuss and give advice 
on any individual problem.
The important thing to remember 
about Ransomes Electric Trucks is 
that they are cheaper to maintain 
and run.

2-ton Electric 
Truck

I-ton Truck, Ele
vating platform.
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CONVEYOR & ENGINEERING CO. LTD.

R e p re se n te d  i n :
S o u th  A frica 

Israel 
B ritish  

W e s t  Indies 
France 

Belgium  
C hina 

S o u th  A m erica  
India

★  Cata logue fre e  on request

W E ARE DESIGNERS AND MANUFACTURERS OF ALL 
TYPES OF HANDLING EQUIPMENT, ELEVATORS, CO N 
VEYORS, SCREENS & BUNKERS. ALSO A LL TYPES OF 
FOUNDRY MECHANISED & RE-CONDITIONING PLANTS
Our Technical Department Is at your service if you are In
terested In labour-saving devices and In speeding production

R O W I N  W O R K S ,  L Y N N  R O A D ,  L E Y T O N S T O N E ,  E . l l
T e l e p h o n e :  L E Y T O N S T O N E  2254/5 T e l e g r a m s  : E N G I M A R C O ,  E A S P H O N E
M i d l a n d  O f f i c e :  3 B O N D  ST . ,  H O C K L E Y ,  B I R M I N G H A M  19 T e l e p h o n e :  C E N T R A L  1917

. . . .  ■■ I • ' ,
For efficient and economical handling, it pays to consult MARCO

The «  GEM 99 Foundry Mould 
Drying Lamp and Cupola
Lighter

B U R N I N G  
P A R A F F I N ,  
also  C O M 
P R E S S  E  D 
A IR  O IL

Also manufacturers of 
Ariel & Esco Chill Cast 
Phosphor Bronte Rods 
& Tandem White Metals

G UNM ETAL  

AND

PHOSPHOR BRONZE  

INGOTS  

CONFORM TO B.S.I. 

SPEC IF ICAT IO NS

Test Certificates 
available 

for every batch

SMELTING CO., LTD.
TANDEM WORKS, MERTON ABBEY, S . W . I 9 .  .Telephone: MITCHAM 2031 
AL UM INIUM  W O R K S  • W I L L O W  LANE - M IT CHAM  • SURREY

S P R A Y
B U R N E R S

WOODWARD BROS. & COPELIN, LTD
Crunden Road, South Croydon, Surrey.

M M
MECHANISATION PLANTS

tAt One of the largest designers 
and manufacturers of Foundry 
Mechanisation Plant and Sand 
Conditioning Plant in the country
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IROH C*’

aPJo \v en  tyP®

c h u  iacw ts as 
**c  iesVsW^ce

Send for our booklet 
N o  142 v/hich tells 
you how  lo select 
the best iron for 
your particular joh

SIR W. G. ARMSTRONG WHITWORTH & CO. uronfoundersj LTD.
C L O S E  W O R K S ,  C A T E S H E A D - O N - T Y N E .

RE GISTER ED  T R A D E  MARK

• ' . '  v . '

The T ec h n ic a lly  C o n tro lled  C a s tin g s  G roup

18 ADAM  STR EET , LO N D O N , W .C .2 .

L A K E  t  E L U O T , L T D .. B R A IN T R EE  H E N R Y  W A L L W O R K  *  C O ..L T a ,M A N C H E S T E R
S. RU SSELL R SO N S. L T D ., L E IC E S T E R  S H O T T O N  B RO S.. L T D ., O L D B U R Y  JO H N  W ILLIAM S & SO N S (C A RD IFF) LTD .

FOR RELIABLE METAL CASTINGS
SPECIFY
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FERRO SILICON BRIQUETTES 
FERRO MANGANESE BRIQUETTES 
FERRO CHROMIUM BRIQUETTES

(Made in accordance with the original Patented Process)

FOR USE IN CUPOLA CHARGES  

G EN ER A L M ET A LLU R G IC A L  & C H EM IC A L LTD.
Finsbury Pavement House, 120, Moorgate, LO N D O N , E .C .2 .

Telegrams : Abordable, London Telephone : MONarch 4328

SWYNNERTON 
RED MOULDING SAND

COTES HEATH  
STAFFORD

Can n o w  o ffer  u n l im ite d  quan ti t ies  o f

P U L V E R I S E D  S A N D , C O R E  S A N D ,  W H I T E  
S I L I C A  S A N D  and S E A  S A N D .

BY ROAD AND RAIL Sam ples, Prices and Analysis
on Request.

Telephone: STAN  DON 232
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m m
a l s o  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 .

j .  & 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  O F  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



MARCH I, 1951 FOUNDRY TRADE JOURNAL 43

VOKES TYPES IN CLUDE 
D RY FABRIC A IR FILTERS, 

O ILBATH FILTERS, 
LIQUID FILTERS, 

LU BRICATIN G  O IL 
FILTERS, ETC.

Do you, who are  daily  engaged in foundry  
p ractice, really appreciate  the im portance of 
filtration  in th e  com pressed a ir  lines . . .  do 
you realise th a t  m any of your difficulties are , in  
fact, caused by the  lack o f such filters ? 

A tm ospheric im purities en ter via the com pressor in take  . . . w a te r collects . . .  oil vapour 
is picked up in the  com pressor . . . scale and ru s t form  in the  delivery  pipes . . . and  all 
these can cause dam age to tools and m achines.
You can avoid th is  needless w astage by  fitting  the ap p ro p ria te  Y O K ES filter a t  every stage 
betw een com pressor and poin t o f application. These filters w ith  th e ir  99.9%  efficiency ra ting , 
rem ove all liquids and dust particles which can cause w ear and depreciation . . . th ey  provide 
insurance against breakdow n a t  a ridiculously low prem ium .
F ull details will gladly be given o f the V O K ES filters m ost suited to your own application .

V O K E S lum zeAA ofj ic ie sd ifj ic  {¡ilb ia iic m

VO KE S LTD. • H ead  Office : G U IL D F O R D  • SURREY • L o n d o n  Office : 40 B ro a d w a y ,  W e s t m i n s t e r ,  S .W .I  
Y o k e s  ( Canada)  Lt d . ,  T o r o n t o  • R ep resen ted  th roughou t the  W o r ld  : Y o k e s  A u s t r a l i a  P ty ,  Lt d . ,  S y d n e y

V.25

I n t r o d u c i n g

the l e n n o x
SAN D D R IER

@ Complete absence of large rotat
ing parts. 

0  Extrem e sim plicity , handled by  
unskilled labour. 

0  High therm al efficiency using 
any heating medium.

0  Compact and occupies very little  
floor space. 

0  Continuous in operation with low  
maintenance costs. 

o  Delivers cooled, d ry  sand up to 
100 ft. away from  w et m aterial 
intake.

L E N N O X  FOUNDRY CO. LTD.
G L E N V I L L E  G R O V E ,  L O N D O N ,  S . E . 8  Tel. T ID 2 4 0 I
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Pcrtelai.t p e t m illi lor tm»!I batrHet «nd 
U b am o ry  w ork. Made up in v trioet 
u o itt c o n u iftn f  from one to  nine pod .

ALBERT SMITH & CO.
6 0 , S t .  E n o c h  S q u a r e  

g J £ T 5909 G L A S G O W ,  C .  1 T h ,„« i, Gu;,ow

FOR COMPLETE 
FOUNDRY SERVICE

PLANT TOOLS
FURNISHINGS

EVERYTHING FOR THE FOUNDRY

S A N D  A N D  L O A M  M I L L S
W IT H  STA T IO N A R Y  SELF D ELIV ER IN G  PAN A N D  ELEC T R IC  M O TO R DRIVE

SIZES FROM 3' 6 ' dla. to 6' 0 ' dla.

EASTON & JOHNSON LTD,, Engineers, TA U N TO N
P H O N E  1141

The P O R T W A Y ’
PORTABLE CORE OVENS
J v r  e ^ f f c c ie n e i f  a t u f  ■ r e lu tJ jtb X y /

D ir« td r iv en  pcbtie miJIi t/p »  I .  im r t j e d  
w ith f u t  end loot« pullcyi. Mad« in a 
r i r j t  of t i l t t

JOHN MACDONALD & CO.(PnramałicTbols)ŁTBt 
Pol l  o k s h a w s  -  G l a s g o w ,  S. 3.

PEBBLE MILLS AND 
PORCELAIN POT MILLS

STEELE & C0WLI8HAW LTD., ENGINEERS, (D epti 18) Heorf off!« t  Worki: COOPER STREET, HANLEY, STOKE-ON-TRENT
London O ffice  I 3 2 9  H ig h  H o ib o rn , W * C .I .  7 e iepb one :  H o i born  6023
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Revolving
o r

S t a t io n a r y
P A N S

Batch or  
C ontinuous  

treatm ent, 
Over or 

under-driven

K N O W N  
THE W O R L D  O V E R

^ c d ic p
TRADE M A R K

Smedlctj Brothers, 11?, j  
Belper.

Derbyshire.
^ E ngland .

C ap ac i t ie s ; -  
B A T C H  MI L L ,

I to 20  cwts 
per charge

CONTINUOUS 
M IL L  .

5  to 4 0  ton s  
p er  hour. 

Belt or  
E lectric -  

M otpr  
D riv en .

1 W C  149 j

t l  r e Q u \ r e  7

'Nh1 oÎV ur f 0 U n d r Y  *

T e le p h o n e : B L A c k f r ia r s  9510 

Look in to th i s  m a t t e r  and  p lace  an o r d er  w i th

H A R G R A V E S  B R O S .

The Foundry Supplies Depot fo r —

COAL DUST CORE GUM PLUMBAGO 
TERRA FLAKE CHARCOAL Lump & G raded 

PARTING POWDER 
BLACKINGS C harcoal/M inerals

W e S to c k  ulso—

SIEVES SPADES BELLOWS BRUSHES 
STUDS SPRIGS CHAPLETS CORE OIL 

PIPE NAILS RIDDLES, &c.

O u r  G o o d s a.-e F ir s t  Q u a lity — O u r  D e liv e ry  
S p eed y— T e s t  th e se  C la im s —  It  w ill re p a y  yo u .

HARGRAVES BROS.
“ T H E  F O U N D R Y  S U P P L IE S  D E P O T ”

Q U A Y  STREET, M AN CH ESTER , 3

fo r  all foundry  
handling  

prob lems

R o lle r Conveyors, T ra n s fe r 
T ab les, Turnover Sw itch e s , 
Pow er s la t conveyors 
and hum pers,
Sand p rep ara tion  p la n t .

M a n u fa ctu re rs  o f  
Belt ,  Slat,  C h a in  and Po r ta b l e  
Band C o n v e y o r s ,  S tacke rs  
and H u m p e rs ,  Sw ing T ray  
E leva to rs,  P o r ta b l e  P la tform 
H o i s t s ,  D o n a l d  P a t e n t  
E l e v a to r -C o n v ey o r s  fo r Ship 
Load ing  and  Unloading .

ROWNSON, DREW & CLYDESDALE LTD.
Head Office : 2 2 5  U P P E R  T H A M E S  S T R E E T  ■ L O N D O N  ■ E . C . 4 .

Telephone : G U LIiv e r 4418. C ables : Rownson, London. Codes :  B e n tle y 's  P riva te . A .B .C . S th  & 6 th and L ieb c rs .

W orks : m a i d e n  l a n e  • y o r k  w a y  • k i n g ’ s  c r o s s  • L o n d o n  • n . z .
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G. &  R. THOMAS L f
M A KERS O F

HIGH-GRADE PIG IRON
FOR CYLINDER & HIGH DUTY CASTINGS
The perfect pig-iron for cylinder and high duty castings - - - free from porosity 
and of high tensile strength. Our Technical Staff is always ready to assist users 
and to advise with regard to mixtures. We cordially, welcome your inquiries.

Hatherton Furnaces, Bloxwich, Staffs
T e l e p h o n e :  I F A M O U S  I T e l e g r a m s :
B L O X W I C H  66248/9  \  S I N C E  /  T H O M A S  B L O X W I C H ,

1 8 4 4 /  W A L S A L L

THE ESSENTIAL LINK IN FOUNDRY MECHANISATION

T h e

“NEWSTAD” PATENT 
SKIN DRYING PLANT
ELIM IN A TES ST O V IN G  W ITH  ALL ITS 

H A N D LIN G  A N D  LO SS O F TIME

A N  I M P O R T A N T  E L E M E N T  I N  

S T E P P I N G  U P  E X P O R T S
By C ou rte sy  o f  T he  D a im le r C o ., L t d . ,  C oven try

— Sole Suppliers —

MODERN FURNACES & STOVES LTD.
B O O T H  STREET .  H A N D SW O R T H  . • BIRM INGHAM  21
Telephone : SMEthwick 1591 & 1592 Telegrams : MOFUSTOLIM, B’ham. 21
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FOUNDRY S M P I S  LTflf
L O NG  ACRE ■ N E C H E t l S *  BIRMINGHAM ' 7 . ! * j

A  PRODUCT O F
¿U X SC T H

OLD B U R Y
e C a ./U

BIRMINGHAM

S T R E T FO R D , L A N C S . EN G .

TH E V ERY LATEST IN SHO TBLAST 
EQUIPM ENT IN CO RPO RATIN G  N EW  
W E T  T Y P E  D U S T  A R R E S T E R S

i l lu s tra t io n  show s  
s in g le  a c t in g  two  
s ta g e  A ir  Com 
p re s so r . C a p a c i
t ie s  from  100 to 
3 7 8  c u . f t .  o f  f re e  
a ir  p e r  m in . a t 
100-110 lb s . p e r  
sq . in .

GUARANTEED RECONDITIONED PLANTS OF 
ALL TYPES IN STOCK

ROSS BO LT, N U T and 
_  R IV ET  W ORKS,THOS. GADD,

ROWLEY REGIS, near BIRMINGHAM

ALEXAN D ER WILSON (Aberdeen) LTD.
ASHGROVE ROAD ENGINEERING WORKS, ABERDEEN
T e l e g r a m s :  “  C o m p r e s s o r  A b e r d e e n  "  T e l e p h o n e  : 43353  & 4

T e le g ra m u  "T h o « . Gadxl, Row ley Regli.* '
T e lep h o n e  : B lackheath 1020. E itab llih e d  1830

'S A N T U L L E
Jfur msst»t

man
Foseco  P r e p a r a t i o n s  a r e  a 
specially p r e p a r e d  r an g e  of 
c o r  p o u n d s  fo r t h e  r e f n i n g ,  
pur ify ing ,  degass ing,  deox id i s 
ing e t c  of  f e r r o u s .  N o n -  
F e r ro us ,  a n d  l ig h t  M et? is  and  
Al loys.  T h e  Fo seco r a n g e  in- 
c 'u d e s  c o re  a n d  mould  d res s 
ings. d ieco a t in g s  and  r e f r a c to ry  
washes ,  w h ich  accompl ish t h e  
d e s i r e d  r e s u l t s  w i t h o u t  fuss o r  
b o t h e r  ; n o  in ju r io u s  fum es  o r  
h ea lt h  hazards .
T o  assist  f o u n d ry m e n  w i th  
t h e i r  p r o b le m s  w e  have a s p e 
cially t r a i n e d  s t . f f  o f  t echnical  
r e p r e s e n ta t i v e s  and  m e t a l l u r 
g ists available w i t h o u t  cha rg e  
o r  o b l iga tio n.
To h e lp  th e  p ra c t ic o l m an to 
o vercom e h is  d if ficu lt ie s  our 
p u b lica tion  “  Fou n d ry  P ra c t ic e ,”  
p u b lish ed  on a lte rn a te  m on ths, 
w ill be sen t f r e e  on re q u e st - send  
fo r  y o u r copy to day .

“ S A N T U L L E ”
R E A D Y - F O R - U S E  D R E S S I N G S
These packs of dressings are designed for greatest con
venience. Each box contains pieces of open mesh tulle 
approximately 3 } in', square, impregnated with a sterile 
medicated base, ready for immediate application.

The following are available :
Petroleum Jelly 36 dressings per tin
Penicillin (Against medical

prescription only) 10 ,, „  ,,
Burn and Wound 36 ,, ,, ,,

T H E  BRITISH S H O TB LA S T 
& E N G I N E E R I N G  CO. L T D .

A I R  C O M P R E S S O R S
S I N G L E  A N D  T W O  S T A G E

V A C U U M  P U M P S
5-1,000  C U .  F T .  P E R  M I N .

LGB
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C o l d  o u t f 
a l l  w a r m  

w i t h i n

m m i

si w â w

SLOW COMBUSTION 
STOVE

CUPOLAS -  CUPO LETTES

HO T M ETAL RECEIVERS 
«

CH A RG IN G  MACHINES

STEEL CO N VERTERS

G EARED  LAD LE HOISTS

L A D L E S -A L L  TYPES

CO RE SAND MIXERS

CO RE M AKING MACHINES

TUM BLING BARRELS

PIG IRON BREAKIN G
MACHINES

E TC ., ETC .

E. A. ROPER & CO.
FOUNDRY PLANT ENGINEERS

KEIGHLEY, YORKS
Phone: 4215-6 
G ram s: CLIM A X

A ROPER INSTALLATION

P h o t o g ra p h e d  by k in d  p e r m i s s i o n  o f  Mess rs .  P r ln c e -S m l th  a n d  Stsll s ,  L td . ,  Keighley .

N O TE FEATU RES OF RECEIV ER  IL L U S T R A T E D -  FILLS A N D  POURS SIMUL
T A N E O U S L Y -E N S U R E S  C O N TIN U O U S FLO W  OF M ETAL TO  L A D L E S -  

RETAIN S SLA G —FACILITA TES M IXIN G .
Published  bv th e  P ro p rie to rs  I n d o s t r m ,  N i w s p a T e r s .  L i m i t , d ,  49, W elling ton  "S treet, S trand , London, W .0.2, and  P r in te d  
in  G rea t B rita in  by H a r r i s o x  & S o n s ,  L t d . ,  P rin te rs  to  H is M aje s ty  T he K ing, London, H ayes (M iddx) a n d  H ig h  W ycombe.
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H O \ 0

PREPARE®
r l ACK"'*®

•  The Core
and Mo “ Id

for

H

¡„ON
,  s p e c i a l  iron casting

S lt a lA O L  -  L « L  -

- rt,ng po  n S  l t d

S  | M « S1\\ S S J S S - ' -



Single C o p y ,  6d .  By Pose,  
l i d .  A n n u a l  S u b s c r ip 
t i o n ,  H o m e  40/ - ,  A b r o a d  

4 5 / -  ( P re p a id )

THE ADAPTABLE MOULDING MACHINE COMPANY LIMITED
C H A R LES  H EN R Y  STREET, BIRM INGHAM , 12 Phone: MIDIand 6911

London O ffice : 47 W H IT E H A L L , S .W .I Phone: W H IT E H A L L  7740
Other Products include M OULDING MACHINES, V IBR A TO R Y KN O C K  OUTS (Suspension type), PO RTABLE RIDDLES 
(Hand or Electric), RUN N ER BUSH M ACHINES, CO RE M ACHINES, SNAP FLASKS, BO XES , PATTERN  D UPLICATO RS.

JOHN A . SMEETON LTD.
116, V ictoria  St., London, S .W .I (

‘C o llin ’ Improved Foundry Ladles— ‘Perfect’ Chilling Spirals
M A N U F A C T U R E D  IN G R E A T  BRITAIN 

S m e e t o l im ,  Sow esc ,  L o n d o n  VF C: 54T

F L U X I T O L  for Perfect Castings o r Ingots 
C U P O L IN E  for Furnace or Cupola Repairs 
E F F IC IE N T  service, w ith consultation 
R O B S O N  R E F R A C T O R IE S  L IM ITED

47, C o n l s c l i f f e  R o a d ,  D a r l i n g t o n  
' Phone :  2441 ’ C ra m s  :  C u p o l i n e

h i m  m m m m

Large Type

pattern Draw

Stripping pi»tes can be - I
m em  t  I f  H P

( ü

m t m t  m a  « J S
rises two units °Per, ?Mitch) plates or

» • « » s S ' S .  -
■ —  „ „  un i«  » . “ “ ' J & S V t e *  -

T his m ach ine c o m p r* 8  o r  d o u b ,e  side  (M at and
and is su itab le  for s « c |n t r a , load ing  dur^ g are important

Adaptability to  d£PthS ° f
fea tu res .:S.

A v a ila b le  in two sixes - , 4, „ .  x  tl in .
No. I for ^ xe s  24m. X  ^  ^ ^

N °- 2 ' " ^ r r e c u i r e d .  A ccu ra te  draw.
N° C’amPC0nvenientq ramming ievel.

V O L . 90 WITH WHICH IS INCORPORATED THE IRON AND S T E  E L T R A D E S  JO URN AL
No. 1800 M A R C H  I, I9SI

R e g is te re d  a t  the  C .P .O . a s  a N e w sp a p e r O ffic e s : 49 ,  W ellin g to n  S t r e e t , S tra n d , London , W .C .2


