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LARGE OSBORN ROLLOVER JOLTER

MAIN FRAME is in one piece.

2 Rollover Table carried on TWO RODS at each end: thus the load of pattern plate, box and
sand is properly supported.

Rollover Table Is offset.

4 Back squaring shaft of heavy cast steel to which the lifting rods are linked, the lifting arms and
squaring shaft being cast integral.

This ensures truly synchronised movement of the rods and consequent accurate draw
maintained through the years.

5 SELF LEVELLING DEVICE on the Mould carriage.
6 ROLLERS fitted on Mould Carriage when required.

JeW# JACKMAN &

VULCAN WORKS, BLACKFR1ARS ROAD

MANCHESTER, 3
TELEPHONE: DEANSCATE 4648-9 TELEGRAMS: BLAST, MANCHESTER
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Y OKE FILTERS

The cross is a well-known symbol of protection to man
T H E and property. So it is with the Amber Cross—YOKES’
shield of protection in the modern foundry. Tremendous

S H I E L D O F wastage of tools and plant is caused in foundries today

by atmospheric impurities, such as fine sand, etc. It enters
PROTECTIO N via the compressors, collects water, picks up oil vapour
in the compressor . .. damages the delivery pipes . . .

goes on to cause damage at the delivery stage. Send for

O V E R T H E details of VOKES Pipeline Filters for protection against

this needless wastage. These filters,with their

M O D E R N 99.9% efficiency rating, I iff remove all liquids and
dust particles which SUja can cause wear and

F O U N D R Y depreciation. Remem- il ber, too, there are
VOKES filters for all Jljj_g applications including

lubricating oil, fuel, ventilation, etc. etc.

YOKES

IUMEEM ajj ¢ ciztvtijfic jpliluxtum.

VOKES LIMITED Head GUILDFORD SURREY

London Office: 40 Broadway, W estminster, S.W.I Represented throughout the world
Yokes (Canada) Ltd., Toronto Yokes Australia Pty. Ltd., Sydney
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Reducing

Fumes

This Report, prepared by the Joint Standing

Committee on Conditions in Iron Foundries

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

teamwork of the first order : its recommendations

emerge from the combined experience of all concerned with the foundry

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

The subject is right up Fordath’s street. That is why Fordath served on the Committee
which produced this Report. Foundrymen who know best know no better bonding compounds
than those included in the famous GLYSO range. And Fordath representatives throughout

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

FORDATH

at the core of good work in the foundry

THE FORDATH ENGINEERING CO. LTD., HAMBLET WORKS, WEST BROMWICH, STAFFS.

MAKERS Phone: West Bromwich 0549, 0540, 1692. Telegrams : Metallical West Bromwich
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WRITE FOR FULL PARTICULARS FROM = -—memm-

FOXBORO-YOXALL LIMITED

LOMBARD ROAD, MERTON, LONDON, S.W.I9



MARCH IS, 1951 FOUNDRY TRADE JOURNAL

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

Pixed or lo0se pins, single or double Moulding Box has already won widespread
ugs, as required.

Fixed pin mounting easily removable, approval. A range of standard sizes is available,
leaving lugs ready for loose pins without - - - .
extra drilling or bushing, from 12in. to 24in. square and from 3in. to 10in.
All pins hardened and ground, to avoid deep. All-steel welded construction and deep-
, damage by scoring or burring. i i
Patent link-type clamp with eccentric swaged wall sections allow boxes up to 24in.
bush, as illustrated, for quick and pos- .

itive lock-action. These clamps are Squarea and Of any depth, tO be made Up CIUICk|y
available as an extra, and will fit all

" Paget ” Boxes of similar depth. and aCCUI'a'[e|y.

THE PAGET ENGINEERING CO. (London) LTD

BRAINTREE ROAD . SOUTH RUISLIP MIDDLESEX

TelephoneR uislip 6 0il
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Do you want a second opinion ?

The first issue of The Nickel Bulletin was sent out 21 years ago. Ever
since, month after month, it has found its way to the desksof metal-
lurgists, chemists, engineers, works managers and many others concerned
with the production or use of metal.  Its abstracts of current published
information provide a valuable second opinion whenever nickel and its
alloys are being considered. You can have the Nickel Bulletin constantly
atyourelbow by asking to be puton the mailing listnow. There isno charge.

THE MOND NICKEL COMPANY LTD e« SUNDERLAND HOUSE =+ CUIIZON STREET + LONDON
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Time is vital when you are having conveyor belts repaired or made

/p/e 7~ Y LO C K

endless

on site — the time the job takes and the time it will last. The B.T.R. mobile belt

service is organised on the principle
that an hour saved on the job is an
hour’s extra output. That is why a
planning engineer comes on ahead to
examine the site and make detailed
arrangements with you.

And will the job last? B.T.R. tech-
nologists have developed asplice that
is known for its permanence — from
Land’s End to John O’Groats.
‘Tylock’ is its name and it is exclu-
sive to B.T.R.

So send for the B.T.R. mobile belt

service and take time by the‘Tylock’.

The B.T.R. mobile belt service using modern
flame-proof equipment is available anywhere
in Great Britain— above or below ground—
for the examination and repair of conveyor
and transmission belts andfor making new belts
endless on site.

BRITISH TYRE & RUBBER CO.LTD.
HERGA HOUSE,VINCENT SQUARE, LONDON, S.W .l

Telephone *Victoria 3848.

Northern Service : Leyland, Lancs. Telephone : LEYLAND 81281.
Scottish Service : 26, Kingston Street, Glasgow, C.5.

Telephone: SOUTH 2782.
D.B.33b.
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In the handling of steel products or

castings at the mill or in the foundry, Pantin heavy

effecting economies along every step of production.

engineers keen to co-operate in the designing and

conveying equipment to suit your job with efficiency

du

bu

and

ty roller conveyors are
You will find Pantin
ilding of heavy duty

low cost performance.



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

SHAKE-OUT MACHINE

ENGLAND
Coilrfit
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BRITISH ELECTRO METALLURGICAL COMPANY LIMITED
............. W1NCOBANK SHEFFIELD L

Telephone : Rotherham 4836



N ENGINEERING C2 LIP
MANUFACTURERS OF COMPLETE FOUNDRY PLANT

Maximum  efficiency  with
minimum manpower is exem-
plified in this typical illustra-
tion of a modern * Titan ”
Melting Plant.

The Automatic Inclined
Charger illustrated is designed
to serve either of the two
“ Titan ” Cupolas and isopera-
ted entirely by push button
control from ground level.

Our Cupola range covers all
capacities from £ to 20 tons
per hour and we have several
other methods of mechanical
charging to meet individual
requirements.

Illustration by courtesy of
Messrs. M. & W. Crazebrook
Ltd., Dudley.

TITAN WORKS, BIRMINGHAM, 12
Tel. MID 4753/4. Telg. STRUCTURAL.
LONDON OFFICE : 47 WHITEHALL, S.W .I.
Tel. WHITEHALL 7740.  Telg. CONENGCO, SOWEST.

Other Produ

cts include  AIRLESS SHOT BLAST PLANT,

CENTRIFUGAL CASTING MACHINES. CORE BLOWING
MACHINES. SAND DRYERS AND MIXERS, DRYING OVEhtS.

MECHANICAL

CHARGERS. SPARK ARRESTERS, LADLES.
RUMBLERS.
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BRITISH PAT. APP. NO.
446-4/50.

PROV. PATENTS IN
OTHER  COUNTRIES.

APRIL 30— MAY 11
CASTLE BROMWICH
BIRMINGHAM

Hjg'iniianiircir
STAND D. 322

THE NEWEST AND MOST EFFICIENT SMALL SAND MILL

9 Unusual design — engineered by Experts.

9 Totally enclosed vertical wormgear drive.

e 5'-6" diameter Revolving Pan with plough discharge.

# Output — approximately IE TONS OF SAND PER HOUR.

AN IDEAL LITTLE MILL AT AN ATTRACTIVE PRICE

FOUNDRY EQUIPMENT LTD

LEIGHTON BUZZARD BEDFORDSHIRE.

PHONE : LEIGHTON BUZZARD 2206-7. GRAMS: EQUIPMENT™* LEIGHTON BUZZARD

1951
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non-existent a generation ago and now
occupying a place of first importance in many
branches of engineering and other industries.

In castings manufacture Aluminium and its alloys
have posed many problems for Foundrymen.

Its low density is incapable of driving off gases from
sands during casting operations compared with
metals of higher density. Hot shortness of tempera-
tures just below solidification demand special attention to avoid cracking in castings.
These peculiar properties require in core sands employed a mixture capable of good green strength to
prevent sagging when cores are made, rigidity and freedom from friability when baked, and speedy collapse
coupled with high permeability when moulds are cast.
Amongst the earliest exponents of Aluminium casting are Messrs. Wm. Mills Ltd., Friar Park Road,
Wednesbury, and the cores shown in the above photograph are typical examples of work in daily
production, in which the problems associated with Aluminium Founding are met and mastered.
G. B. KORDEK is employed in this Foundry and has been found over a period of years to answer the
purposes which sound Aluminium practice requires.

Q LUMINIUM isone ofthe Metals commercially

We are indebted to Messrs. Wm. Mills Ltd. for permission to reproduce this picture.

K ordek

CORN PRODUCTS CO. LTD., WELLINGTON HOUSE, 125-130 STRAND, LONDON, W.C.!
BRANCHES AT BIRMINGHAM, MANCHESTER. NEWCASTLE AND PAISLEY
A member of the Brown & Poison Group

KordeK. GBKordekK GBKordolL

G. 6. KORDEK. and C. B. KORDOL are Manufactured under British Letters Patent Nos. S| 5420, 543202
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This is thefirst in a series o fannouncements
describing the actual experiences o f well-known
foundries using Beetle Resin W.20

in production quantities. (;0,

Spraying cores bonded with Beetle W.20 as they enter the oven.
Photograph by courtesy of Coneygre Foundry Ltd.

“Core output increased
by 30—4 0 tons a week" sav conevere

This foundry attributes its substantial increase of core output to synthetic resin core-binder, now used
almost exclusively. The quick-stoving properties of resin-bonded cores have eliminated hold-ups in

core drying. The cores are hard and strong and yet retain exceptionally good collapse features.

Writefor Technical leaflet CB1

BEETLE RESIN W20 Core-Binder

BEETLE BOND LIMITED, | Argyll Street, London, W.I

4Beetle’ is a trade mark registered in great Britain and in most countries of the world.
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*  RAPID Magnetic PRODUCTS INCLUDE:
Electric and non-electric Pulleys and Pulley-type
Separators, Drums, Overband Separators and
Extractors, Floor Sweepers. Electro-magnetic
Clutches, Brakes, Lifting Magnets, Feebly Mag-
netic Ore Separators.

*

17

RAPID MAGNETIC MACHINES LIMITED

IOMBARD STREET, BIRMINGHAM, 12 "Phone: Victoria 1137 P.B.X.

"Grams: “

Magnetism, Birmingham”

Hilton
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GAS AND OBNOXIOUS FUMES. LESS
AHD OBNOXIOUS FUMES. LESS GAS
OBNOXIOUS FUMES. LESS GAS AND
SUMES. LESS GAS AND OBNOXIOUS
Less gas and obnoxious fumes,
IAS AND OBNOXIOUS FUMES. LESS
ND OBNOXIOUS FUMES. LESS GAS
©ONOXIOUS FUMES. LESS GAS AND
UMES. LESS GAS AHD OBNOXIOUS
SS GAS AND OBNOXIOUS FUMES.
JAS AND OBNOXIOUS FUMES.
iAND OBNOXIOUS FUMES.
OBNOXIOUS FUMES
THIS COUPON

Pinned to your letterhead and posted

LESS GAS AND OBNOXIOUS FUMES.'

GAS AND OBNOXIOUS FUME
AND OBNOXIOUS
OBNOXIOUS

FUMES.

less g

GAS AND,

AND 01

OBNO!

FUME

HIGH EFFICIENCY

CORE OILS, C

to

SternolLtd. (Foundry Dept,) Royal London
House, Finsbury Square, London E,C.2, COMPOU
. . . Aiw
will brin ou full details of “ Sternocore™
9y j OBKQ”
high efficiency oils, creams, compounds. |'QX|OUS ol
bs. le:

Detaills'from

ROYAL LONDON HOUSE ; FINSBURY SQUARE

Telepfiont :-MONarch 3871*2*3-4-5

LESS GAS AND OBNOXIOUS FUMES|
LESS.GAS AND OBNOXIOUS FUMES. LE
OBNOXIOUS FUMES. LESS G
FUMES. LESS GAS A

LESS GAS AND OBNOXIO
OBNOXIOUS FUMES.

IOUS FUMES. 1B

FUMES. LESS G

LESS GAS A

S AND OBNOXIO

XIOUS FUMES.

FUMES. LE

:S. LESS 0

LESS GAS A

AND OBNOXIO

CIOUS FUMES .

FUMES. LS

SS. LESS G

LESS GAS A

iAS AND OBNOXIO

NOXIOUS FUMES -

IOUS FUMES. LE

FUMES. LESS G.

FUMES. LESS GAS A

LESS GAS AND OBNOXIO

REAMS
NDS

«: LONDON E.C.2
rf/~vwnSTtfiNOUNL.PHOUtIONOON
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Careful sand tests on every batch of
binder produced are carried out in
our laboratory. Every batch must
pass the closest control. Try
Harmark Binders now and watch the

Improvement Inyour core production.

HARBOROUGH CONSTRUCTION
HARBILT WORKS, MARKET HARBOROUGH, LEICESTERSHIRE.
Sole Export Agents: FOUNDRY SUPPLIERS LTD., 4,

COMPANY LIMITED
TELEPHONE: MARKET HARBOROUGH 225-1-5-6

RATH30NE PLACE, LONDON, W.I Phone: Langham 3436. H K 40

GUARANTEED TO COMPLY WITH THE
FOUNDRIES (Parting Materials) SPECIAL
REGULATIONS 1950.

ia rtB X

PARTING and FACING POWDER
(NON-SILICA: NON-HYGROSCOPIC)

AN ECONOMICAL AND
EFFECTIVE SUBSTITUTE
FOR ORIGINAL RUSSIAN
LYCOPODIUM
BRINGS OUT THE MOST
INTRICATE DETAIL
NON-REACTIVE WITH
MOLTEN METALS

F. & M. SUPPLIES LTD.

4, BROAD STREET PLACE, LONDON,
LONdon WALL 7222

Sales Agents for London and Southern Counties
W .J. HOOKER, LTD., 4, MIDLAND CRESCENT, N.W.3.
Sole Agents and Stockists for Scotland
L. A. WITHAM & Co., 620, South St., Scotstoun, Glasgow, W .4.

E.C.2

Telephone

for the foundryman

Foseco Preparations are a specially prepared
ran*e of compounds for the refining, purifying,
degassing, deoxidising etc. of Ferrous, Non-
Ferrous, and light Metals & Alloys. The Foseco
range Includes core and mould dressings, diecoat-
ings and refractory

washes, which accom-

plish the desired results

without fuss or bother;

no injurious fumes or

health hazards.

To assist foundrymen

with their problems we

have a specially trained

staff of technical repre-

sentatives and metallur-

gists available without

charge or obligation.

To help the practical man
to overcome his difficulties
our publication “ Foundry
Practice," published on
alternate months, will be
sent free on request - send
for your copy today.



MARCH 15, 1951

WITH WHCH ISINOOHPOHATO THE IRON AND STEEL TRADES JOURNAL

The FOUNDRY TRADE JOURNAL is the Official Organ of the
following :(—
THE INSTITUTE OF BRITISH FOUNDRYMEN

PRESIDENT : J. J. Sheehan, B.Sc., A.R.C.Sc.l., Coneygre
Foundry, Ltd., Tipton, Staffs.

Secretary T. Makemion, M.B.E., Saint John Street Chambers,
Deansgate, Manchester, 3. 'Phone and 'Grams : Blackfriars 6178.
BRANCHES

Birmingham, Coventry and West Midlands E. R. Dunning, 16. Hay
Lane, Monkspath, Shirley, Birmingham. Bristol and West of England
A. Hares, 648, Stapleton Road, Bristol, 5. E. Midlands : S. A. Horton,
163, Morley Road, Chaddesdon, Derby. Lancs.: R.Yeoman, 11, Sumner

Road, Salford, 6. Lincs. E. R. Walter, Ph.D., The Technical College,
Lincoln. London: W. G. Mochrie, Tyseley Metal Works, Limited,
Balfour House, Finsbury Pavement, London, E.C.2. Middlesbrough :
F. Shepherd, Head, Wrightson & Co., Ltd., Teesdale Iron Works,
Thornaby-on-Tees. Newcastle-upon-Tyne F. Robinson, Sir W. G.
Armstrong Whitworth & Co. (lronfounders), Ltd., Close Works,

Gateshead. Scottish : J. Bell, 60, St. Enoch Square, Glasgow. Sheffield
J. H. Pearce, 31, Causeway Head Road, Dore, Sheffield. Wales and

Monmouth A. S. Wall, 14, Palace Avenue, Llandaff, Cardiff. West
Riding of Yorkshire : H. W. Griffiths, 46, Peckover Drive, Thornbury,
Bradford. South Africa: Secretaries, S.E.l.LF.S.A., Barclays Bank
Buildings, Cr. Commissioner and Harrison Street, Johannesburg.
SECTIONS

Burnley : W. L. Lord, 123, Blackburn Road, Clayton-le-Moors, Accring-
ton, Lancs. Cape Town: S. Wade, P.O. Box 46, Salt River.
East Anglia: L. W. Sanders, Lake and Elliot, Limited, Braintree,
Essex. Falkirk: D. Fleming, Robert Taylor & Company, Limited.

Muirhall Foundry, Larbert. Slough : P. Hoesli, Light Production Co., Ltd.,

Slough, Bucks. West Wales : A. S. Wall, 14, Palace Avenue, Llandaff,
Cardiff.
BRITISH STEEL FOUNDERS’ ASSOCIATION
Chairman : F. W. Rowe, B.Sc., K. & L. Steelfounders and Engineers*

Limited, Letchworth, Herts. Secretaries : Peat, Marwick, Mitchell &
Company, 301, Glossop Road, Sheffield, 10. ’Phone and 'Grams :
Broomhill 63031.

RESEARCH AND DEVELOPMENT DIVISION
Chairman : F. N. Lloyd, F. H. Lloyd & Co., Ltd. Director: J. F.
B. Jackson, B.Sc.,, A.R.I.C., F.I.M., Broomgrove Lodge, Broom-
grove Road, Sheffield 10. 'Phone and 'Grams Sheffield 61235.
ASSOCIATION OF BRONZE AND BRASS FOUNDERS

President: G. F. Mundell, Knowsley Cast Metal Company, Limited,
Manchester. Secretaries: Heathcote & Coleman, 25, Bennetts Hill,
Birmingham,2. 'Phone: Midland290l. "Grams: “Clarify,” Birmingham.

LIGHT METAL FOUNDERS’ ASSOCIATION

Chairman : A. H.Sturdee, M.B.E., Wh.Ex., M.I.Mech.E.Secretary :
Eric L. Heathcote, 25, Bennetts Hill, Birmingham, 2. 'Phone : Midland
2901/4. ’'Grams: “ Clarify,” Birmingham.

FOUNDRY TRADES' EQUIPMENT AND SUPPLIES
ASSOCIATION

President W . E. Aske, William Aske & Co., Ltd.,, Waterside,

Halifax. Secretaries : Peat, Marwick, Mitchell & Company, 94/98,
Petty France, London, S.W..* ‘'Phone : Abbey 7515. Grams :
“ Crusades, Sowest,” London.

THE INSTITUTE OF VITREOUS ENAMELLERS

President: Dr. J. E. Hurst, J.P., Bradley & Foster, Limited,
Darlaston, Staffs. Chairman S. Hallsworth, Metal Porcelains,
Limited, Cornwall Road, Smethwick 40, Staffs. Secretaries : John
Gardom & Company, Ripley, Derbyshire. ’Phone : Ripley 136.

COUNCIL OF IRONFOUNDRY ASSOCIATIONS

Chairman: N. P. Newman, Newman

. Hender and Company,
Limited, Woodchester, nr. Gloucester,

Director: K. Marshall,

Secretary : J. W . Butler, Crusader House, 14, Pall Mall, London, SW.I .

’Phone: Whitehall 7941.

Participating Associations
(affiliated) ; Institute of British Foundrymen
following :—

Automobile Ironfounders’ Association.—Secretaries :
Coleman, 25, Bennetts Hill, Birmingham, 2. ’Phone :
’Grams : “ Clarify,” Birmingham.

British Ironfounders’ Association and British Bath Manufacturers’ Associa-
tion.—Director and Secretary : J. Galbraith Sneddon, C.A., 145, St.
Vincent Street, Glasgow, C.2. ’Phone : Central 2891 ; ’Grams:
*Groundwork.” Glasgow.

British Cast Iron Research Association
(affiliated) ; and the

Heathcote and
Midland 2901 ;

FOUNDRY TRADE

JOURNAL o

British Grit Association.—Secretary : J.
Bank Street, Airdrie, Lanarkshire.

British Malleable Tube Fittings Association.
196, Shaftesbury Avenue, London, W.C.2.
'‘Grams : “ Brimatufie,” London.

Cast Iron Chair Association : Secretaries : Peat,
& Co., The Cast Iron Chair Association, Queen’s Square,
brough, Yorkshire.

Cast Iron Axlebox Association and National Ingot Mould Association.—
Secretaries : Peat, Marwick, Mitchell & Company, 301, Glossop Road,
Sheffield. 'Phone and’Grams : Broomhill 63031.

Cast Iron, Heating, Boiler and Radiator Manufacturers’ Association.—

Campbell MacGregor, 10

Secretary : F. B. Ridgwell,
’Phone : Temple Bar 3261 :

Marwick, Mitchell
Middles-

Secretary : Stanley Henderson, 69, Cannon Street, London, E.C.4.
'’Phone : City 4444.

Cast Iron Pipe Association : Secretary : T. Clark, Crusader House,
14, Pall Mall, London, S.W.I. ’Phone : Whitehall 7941.

Cost Iron Segment Association.—Secretary : H. A. D. Acland, 5, Victoria
Street, London, S.W.I. 'Phone : Abbey 3194.

Greensand Pipe Founders’ Association.—Secretaries : McClure Naismith

Brodie & Company, 77, St. Vincent Street, Glasgow, C.2. ’Phone :
Central 8476 ; 'Grams : “ Lycidas,” Glasgow.
National Association of Malleable Ironfounders.—Secretary : Miss L.

Verity, Chamber of Commerce Offices. Tudor House, Bridge Street,
Walsall. 'Phone : Walsall 5671.

IRONFOUNDERS" NATIONAL CONFEDERATION

Chairman D. Graham Bisset, Enfield Foundry Co., Ltd., Waltham
Cross. Director: R. Forbes Baird, 117, Church Lane, Handsworth
Wood, Birmingham, 20. ’Phone : Northern 0343 & 0037; ’Grams :
“ Irocast,” Birmingham.

LOCAL BRANCH ASSOCIATIONS

East and West Ridings : Secretary : O. Gibson, Oliver Gibson & Sons
Ltd., Leeds. ’'Phone: Leeds 21226. North Midland: Secretary:
E. A. Phillips, Harper, Phillips & Co., Ltd., Albion Foundry, Eastgate,
Grimsby, ‘'Phone: Grimsby 2541. North Western: Secretary: E.
Morris, F. Morris & Sons, Ltd., Whaley Bridge. ’Phone : Whaley Bridge
98. Scottish: Secretary: A. F. Ure, Allen Ure & Co., Ltd.,
Keppochill, Glasgow, ’Phone: Glasgow, Douglas 2641.

NATIONAL IRONFOUNDING EMPLOYERS’ FEDERATION

President : C. Gresty, North Eastern Marine Engineering Co. (1938)

Ltd., Wallsend-on-Tyne. Secretaries : Mann, Judd & Co., 8, Fredericks
Place, OIld Jewry, London, E.C.2. ’'Phone : Metropolitan 8613 ;
‘Grams : “ Manjudca Phone,” London.

LOCAL ASSOCIATIONS

Cardiff and District Founders’ Association.—Secretary : G. Morris, 12,
W est Bute Street, Docks, Cardiff. ’Phone : Cardiff 4356-7.

Leeds and District Ironfounders’ Association.—Secretary : F. Bowling,
John Bowling & Co., Ltd., Cyclops Foundry, Kirksall Road, Leeds, 3.
'Phone : Leeds 25183.

Leicester and District Ironfounders’ Employers’ Assodctlon.—Secretary
C. S. Bishop, 8, New Street, Leicester. ’Phone : Leicester 58842.

Liverpool and District Ironfounders’ Association.—Secretary : J. S. Hassal,

15, Victoria Street, Liverpool. ’Phone : Central 0114.
Manchester and District Ironfounders’ Employers’ Association.—
Secretaries : Webb & Hall, 90, Deansgate, Manchester. ‘Phone :

Blackfriars 8367 ; *Grams:
Midland Ironfounders’ Association.—Secretary :
Church Lane, Handsworth Wood, Birmingham, 20.
0343 & 0037 ; 'Grams : “ Jacelace,” Birmingham.
Monmouthshire Founders' Association.—Secretary : F. Lawton, Gould
Foundries, Limited, Newport, Mon. 'Phone: Newport4275; 'Grams:
" Rogerwinch,” Newport.

North of England Ironfounders’ Association.—Secretaries :
Gordon & Co., 61, Westgate Road, Newcastle-upon-Tyne.
Newcastle 20836 ; 'Grams: “ Mannca,” Newcastle.

North Staffordshire Ironfounders’ Association.—Secretary : R. Pepper,
4, St. Anthony’s Drive, Wcstlands, Newcastle, Staffs. ’Phone : Stoke-
on-Trent 87303.

Scottish Ironfounders’ Association.—Secretaries :
& Co., 142, St. Vincent Street, Glasgow, C.2.
‘Grams : “ Mannca,” Glasgow.

Sheffield and District Ironfounders* Association.—Secretary : T. Goddard
Mander, 59, Clarkehouse Road, Sheffield, 10. ’'Phone : Sheffield 60047

” Sound,” Manchester.
R. Forbes Baird, 117
’Phone : Northern

Mann, Judd,
‘Phone:

Mann, Judd, Gordon
‘Phone : Central 8563 :

‘Grams : " Emplofedra,” Sheffield.

South of England Ironfounders’ Association—Secretaries : Mann,
Judd & Co., 8, Fredericks Place, Old Jewry, London, E.C.2. 'Phone
Metropolitan 8613. ’'Grams : " Manjudca Phene,” London.

Welsh Engineers and Founders Association.—Secretary : W. D. M.

Davis, I, St. James Gardens, Swansea.’Phone : Swansea 59166 ; 'Grams:
“ lron ” Swansea.

West of England Ironfounders’ Association.—Secretary : R. Forbes
Baird, 117, Church Lane, Handsworth Wood, Bimingham, 20. 'Phones:
Northern 0343 & 0037 ; 'Grams : “ Jacelace,” Birmingham.

West Riding Ironfounders’ Association.—Secretary: C. D. Buckle, 13,
Cheapside, Bradford. ’Phone : Bradford 25346.

BRITISH CAST IRON RESEARCH ASSOCIATION
Alvechurch, Birmingham. ‘'Phone and ’Grams : Redditch 716.
Scottish Laboratories.—Blantyre Industrial Estate, Blantyre, Lanark-

shire. {’Phone 486.)



22 FOUNDRY TRADE JOURNAL MARCH 15, 1951

NSAND/—SOME FOZKS GO LOOKING FOR IT. f

Sand. To the foundry worker there’s nothing
reposeful or romantic about it. Sand. Something
for lifting, humping, sieving, shifting. Sand :
symbol of dreariness until—

Mechanisation revolutionised the modern foundry
and the modern foundryman’s outlook. Sand, still
an important foundry requisite, is now fetched and
carried at the touch of a switch.

Sole Licencees

rers " 5r For everything pertaining to smooth foundry
E‘:.)%mfpmg efficiency confer with August’s—pioneers of
Simpsan  sand Modern Foundry Mechanisation.

SPECIALISTS IN FOUNDRY MECHANISATION

HALIFAX «ENGLAND

Telephone: Halifax 61247/8 Telegrams;Augusts,Halifax



tstabtistod f$02

TRADE JOURNAL

with which iSincorporated

THE IRON AND STEEL TRADENOL/RNAL

Vol. 90 Thursday, March 15, 1951 No. 1802
PCLITEI-NIKI

CONTENTS
P age Page
1949 Factory R €P O Mt 273 Davy-United’s Export 292
Pneumoconiosis as an Industrial Disease 274 News in Brief ... 294
Institute of British Eoundrymeo... 274 Reinstatement in Civil Employment Act 295
Luncheon-Institute of Metals 274 Monopolies and Restrictive Practices 295
Straight Cast-iron Pipes , 275 M inistry of Labour Exhibition ... 295
T.U.C. and the Budget . , 280 Bulk Electricity Supply Charges 296
New Tax Burdens not Inevitable , 280 English Electric’s Prospects ... 296
The “ C 7" Process oo , 281 Course in Theoretical Metallurgy . 296
Drive for Scrap in Scotland , 284 Development of Industrial Health Services 296
Belgian Foundrymen’s Association . 284 Glasgow University HoONoUrs . 296
B.S. Institution—Golden Jubilee . 284 Exemptions from Copper and Zinc Prohibitions 298
Notes from the Branches..... . 285 Metals Scarcity to be More Acute? 298
Selecting Components for Die-casting 287 Raw M aterial Markets 300
Gas Exhibition Hall Rebuilt ... 290 Forthcoming Events (Advert 25

PUBLISHED WEEKLY : Single Copy, 9d. By Post Ild. Annual Subscription, Home 40s./*Abroad 45s. (Prepaid).

49, Wellington Street, London, W.C.2. ’'Phone :

Temple Bar 3951 (Private Branch Exchange)

.Grams : “ Zacatecas, Rand, London”

1949 Factory Report

The dispute in the printing trade is given as the
reason for the delay in publication of this Report.
Last year, it was available in January. It is pleasing
to note that again there were fewer accidents (479
fewer non-fatal accidents and nine fewer fatal than
in 1948). This amounts to a reduction of over 800
in two years in the former class and reflects credit
both to the foundry industry and to the Factory
Department. The actual statistics relating to the
years 1945 to 1949 are:-—Non-fatal: 11,947; 13,225;
12,884; 12,482, and 11,003. Fatal: 36, 31, 27, 29
and 20. There is a regrettable increase in the deaths
of persons engaged in metal grinding (from 8 to 14)
and in the fettling of steel castings (from 13 to 18).
Sand blasting—surely by this time the name should
be changed to shot blasting—has remained constant
at an average of five over the last five years. This
year the Chief Inspector has devoted more than a
page to accidents resulting from the operation of
die-casting machines, as no fewer than 40 cases were
reported. Last year we commented with some sur-
prise that 7-i pages were devoted to the iron founding
industry. Now this has grown to over 11 pages, and
is by far the largest of any section included in the
make-up. Whether the industry should be flattered
or worried because of this attention is difficult to
decide. The casual readers may get a new and cor-
rect impression of its importance but, conversely,
they may imagine that there is something basically
wrong with it. However, if they take the trouble to
read the Report—which.we doubt—they will see
such phrases as “ steady progress “improvements

have been noted ” (both these refer to the require-
ments of the Garrett Report); “ considerable pro-
gress ” (an expression used when referring to general
cleanliness); “ a great improvement” (in a case of
the provision of macadamised roadways); “ improve-
ments in natural lighting are reported from all over
the country ”; “ progress is reported as outstanding
from all parts of the country ” (welfare amenities);
“ whilst a noteworthy advance has been made in the
installation of suitable washing facilities ”; “ excel-
lent clothing accommodation exists in those larger

foundries “ progress has been reported in the
suppression of dust in cleaning and fettling pro-
cesses,” and “ some excellent installations of

fluorescent lighting have been noted.”

Those are the credits and constitute a matter
for congratulation. On the debit side the Report
states that little progress has been made in the re-
moval of dust from knock-outs in non-mechanical
foundries. Here it seems germane to remind the
Chief Inspector of last year’s annual Report in
which he classified iron foundries into various types.
When, in the smallest foundries, knocking-out is
left to the morning following casting-up, there is
practically no dust problem. There are records of
the incorporation of white tiles in foundry wails.
Does not this break the regulation of periodic white-
washing? It is interesting to note that the concret-
ing of .foundry floors and gangways has not met
with universal approbation by the workmen. Some
say that the former are hard on the knees, and that
they increase accidents from burns. Gangways made

E



274

1949 Factory Report

of concrete, when subjected to heavy traffic, wear
away too quickly. They need reinforcing. More-
over, when both floor and gangways are of con-
crete, there is an insufficiently sharp division.

A second reference is made to knock-outs in non-
mechanised foundries and we learn that the poten-
tialities of wet water are being investigated, and
here a number of useful suggestions are made.
Under the heading of new foundries, we think a
chronological inexactitude has been perpetrated as
the installation in question belongs to the year 1950.
The concluding remarks refer to Section 47 of the
Factories Act, 1937 (all practical measures shall be
taken to protect persons employed against the in-
halation of dust and fume, etc. and that foundries
must find and adopt methods for the suppression of
dust and the means to prevent its inhalation). This
is reinforced by the subsequent arrival of a
notice* from the Ministry of National Insurance that
this question is to be studied by a select committee
upon which the foundry industry does not appear to
be represented. Every foundry owner should cer-
tainly read this section of the Report, as there is so
much of real interest for him.

*This notice is printed below.

Pneumoconiosis as an Industrial Disease
Method of Prescription Being Reconsidered

The Minister of National Insurance has asked the
Industrial Injuries Advisory Council to consider
further the question of the methods of “ prescribing ”
pneumoconiosis as an industrial disease under the
National Insurance (Industrial Injuries) Act, 1946, i.e.,
how the classes of insured persons eligible for benefit
for the disease should be defined. Pneumoconiosis is
at present “ prescribed ” in relation to insured workers
in a number of occupations which are known to give
rise to a risk of the disease. These occupations include
stone and granite quarrying and masoning, sand blast-
ing. pottery manufacture, metal grinding, steel fettling,
coal and certain other forms of mining, coal trimming
and slate dressing.

The Council’s industrial diseases sub committee under
the chairmanship of Sir Wilfrid Garrett, who is also
chairman of the Advisory Council, are now reviewing
the present method of prescribing pneumoconiosis.
They will consider such possible alternatives as pre-
scribing the disease generally for all insured workers,
or by reference to occupations involving exposure to
concentrations of specified dusts. The committee may
also reconsider the definition of pneumoconiosis for
this purpose. It is at present defined as *“ fibrosis of
the lungs due to silicon dust, asbestos dust or other
dust, and includes the condition of the lungs known as
dust-reticulation.”

Persons and bodies interested in the question of the
method of prescribing pneumoconiosis are invited to
submit written evidence for consideration. Communi-
cations should be addressed to the council’s secretary,
Mr. S. E. Waldron, o.b.e.. Ministry of National Insur-
ance, 30, Euston Square, London, N.W.l, as soon as
possible, and in any event not later than; May 1, 1951.
An explanatory memorandum can be obtained on
request.
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Institute of British Foundrymen

Annual Conference Papers 1951
The following is a list of Papers to be presented at

the- Annual Conference of the Institute of British
Foundrymen, to be held from June 12 to 15 at
Newcastle-upon-Tyne:—

No.

995 “ Thermal Considerations in Foundry Work,” by Dr. V.
Paschkis. (Exchange Paper from the American Foundry-
raen’s Society.)

996 “ Study of the Industrial Applications of
Platinum-Rhodium Thermocouples,” by If.

Platinum/
Chaussain.

(Exchange Paper from j‘Association Technique de
Fondcrie.)
997 “ Factors Affecting the Solubility of Carbon in Iron,”

by It. V. Riley, pii.d., b.sc.

998 Report and Recommendations of Sub-committeo t.s.30—
Synthetic-rcsin Corchindcrs.

999 “ Patternmaking—Some Present-day Practices,” by B.
Levy.

1000 “ .Making an Ingot Mould in India,” by S. X. Itao.

1001 " Production of Heavy Castings for Electrical Generating
Equipment,” by N. A. Charlton.

1002 “ Manufacture of Propellers and other Castings in a
Heavy Jobbing Foundry,” by C. W. Stewart.

1003 “ A System of Studying Casting Defects.”
Nicholls and D. T. Kershaw.

1004 “ Casting Characteristics of Some Aluminium Alloys,”

by G. W.

by Il. C. G. Lees (British Non-Ferrous Metals Research
Association).
1005 “ D.T.D. 424—the Versatile Alloy,” by A. P. Fcnn

(Aluminium Development Association).
1006 “ Aluminium Casting Alloys—A Survey of their
perties and Methods of Production,” by F. Smith.
1007 Reduction of Dust in Steelfoundry Operations,” by
W. A. Bloor (British Iron and Steel Research Associa-
tion).
1008 “ Observation and Control of Dust in Foundry Dressing
Operations,” by R. F. Ottignon and W. B. Lawrie, M.sc.,
Founders’ Association).

Pro-

F.itM.s., ai.m. (British Steel
1003 “ Survey of Methods and Principles involved in the
Mechanical Charging of Cupolas, by W. J. Driscoll.

Research Association).

b.sc. (British Cast Iron
Sub-committee

1010 ” Report and Recommendations  of
t.s.20—Soundness of Iron Castings.”
1011 “ Steel Foundry Radiographic Practice.” by G. M.
Michic, m.a, a.inst.p,, a.i.m. (British Steel Founders’
Association).

1012 “ Report and Recommendations of Sub-committee
t.s.31—Hoat-trcatment of Grey Cast lron.”

Full details of the Conference will
published.

shortly  be

Luncheon

Institute of Metals

Professor A. J. Murphy presided over the Annual
Luncheon of the Institute of Metals last Tuesday at
the Park Lane Hotel, London, W.l. At the high table
were Mr. A. R. Baer; Mr. H. W. Clarke; Mr. E. W. Col-
beck; Dr. C. H. Desch; Col. Sir Paul Gueterbock; Mr.
W. H. Henman; Col. L. C. Hill; Mr. J. L. McConnell;
Professor H. O’Neill; Professor G. V. Raynor; Dr. R.
Seligman; Mr. J. J. Sheehan; Mr. Christopher Smith;
Sir Ewart Smith; Dr. C. J. Smithells; Sir Arthur Smout,
and Mr. H. S. Tasker.

Chamberlain Industries Limited, Staffa Works,
Staffa Road, Leyton, London, E.10, have designed and
placed on’the market a range of portable buildings
suitable for offices, garages and workshops. They are
quite complete and ready for erection on site. Special
packing arrangements are made for overseas orders to
eliminate breakages of the asbestos sheets.

The Ministry of Supply announces that the price
of Britmag (deadburnt magnesia) was increased by 10s.
per ton to £14 per ton, delivered consumers’ works,
as from Thursday of last week.
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Straight Cast-iron Pipes"

By J. L. Handley

This Paper describes generally the methods used in
smaller sizes used for soil and vent pipes to the

(5) spun iron pipes (generally known

soil and ventilation pipes are usually of the socket
and spigot type, 5 to 6 ft. in length and in sizes
ranging from 2 to 8 in. dia., with a metal thickness
of approximately } in. Vertically-cast pipes in
lengths of 9 to 12 ft., vary in size from 3 to 60 in.
dia., and are made for either socket and spigot joints
or are double flanged. The thickness is according to
whether they are class A, B, C or D; the letter in
each case representing the test pressure of the pipe.
For example, class A has a test pressure of 200 ft.
head of water, and class D 800 ft. The spun pipes
are made in diameters from 3 to 27 in., and in
lengths up to 18 ft. These are socket and spigot
pipes, though the spigotted end has no beading as in
the case of the sand cast pipes. Some pipes are cast
with a single flange, and in this case the second
flange' has to be screwed on.

An attempt will be made to show the trend of
mechanisation under the first two headings.
Obviously a very high degree of mechanisation has
been reached in the centrifugal method, which is
gradually replacing the sand-cast pipes at least in
sizes up to 27 in. dia.

Soil and Ventilation Pipes

Soil and ventilation pipes are horizontally cast
in green sand, usually two castings per box. The
larger sizes, 6 in. and upwards, are cast one per box,
and the very small diameters, 2 in. and 3 in., are
sometimes cast four per box. When cast two per
box, a spray runner is situated between the two pipes
and is fed by four downgates. A trough type ladle
is used, with four teapot spouts which serve the

' Paper delivered to the South African branch of the

Institute of British Foundr.vmen.

Fig. 1—Method of Casting Soil and Ventilation
Pipes using a Four-spouted Teapot Ladle. Four
Castings are made per Box.

larger sizes of pressure pipes.
under three headings as follows: (/) Soil and ventilation pipes;

the making of straight cast-iron pipes from the
These pipes come

(2) vertically-cast pressure pipes, and
as centrifugally-cast pipes).
four downgates simultaneously (Fig. 1). When

making four castings per box the method of pour-
ing and gating is the same; each pair of pipes being
cast separately (Fig. 2).

Downgatcs

2.—Section through a Mould for Soil and
Ventilation Pipes.

Fig.

It is very necessary to have perfect moulds, and
the Author believes that patterns drawn through
stripping plates give the best results. The sand
should be as free as possible from gas-producing
materials, such as coal-dust or pitch. The patterns
can be constructed so that when they have worn
small for one size they can be turned down for the
next size smaller. Any ramming method can be
used to suit local conditions.

Cores are made on a machine. Suitable core-sand
falls under gravity on to a revolving core bar and
is brought to shape by a knife set to the correct
size and shape. On the top of the machine is a
hopper loaded by a trough-type elevator. At the
base of the hopper is a set of sifter bars. These
bars control the amount of sand that is allowed to
fall on to the core bar -(Fig. 3).

Fig. 4 shows a layout for making rain-water, soil
and ventilation pipes by slinging. The moulds are
made and placed on a roller conveyor and taken
to a central casting point. After knock-out, the
sand, with a very small addition of new sand and
water, is put through a rotary disintegrator and
taken back to the hoppers over the slingers. The
cores are made on the machine already described.
It is usual to mill the core-sand dry and then to pass
it thfough a fine-meshed screen using a 50/50 old
and new sand mixture. Water is then added, and
the sand finally aerated.

Vertically-cast Pressure Pipes

These pipes are made in cylindrical boxes which
are fixed on steel gantries. The boxes are in halves,
the smaller sizes being hinged together. To each
box is hinged or cottered'a bottom cover, as shown
in Fig. 5. It is in this bottom cover that the pipe
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Fig. 3.—Core-making Machine for Soil and Ventilation
Pipes using a Sand Elevator, Vertical Hopper and
Strickle Knife.

pattern is located in two parts—first, the socket
part of the pattern, which is directly seated in the
bottom cover, and then the body part of the pattern,
which is located on a taper seating on the socket
pattern. Before commencing the actual ramming
operation the halves of the box are cottered together
and the bottom cover fixed in position. After the
socket part of the pattern has been located, the
body pattern.is lowered into position from the top
of the box. Sand is then fed into the box and
rammed (Fig. 6). When the rammed sand reaches
a certain height, the spigot part of the pipe is
dropped over the body pattern. This part of the
pattern is then rammed up and the ramming is then
complete. The body pattern is now drawn from
the mould through the spigot pattern which in
effect acts as a stripping ring. The spigot pattern
is next taken out and the bottom cover lowered,
together with the socket pattern. The mould is
finished, blacked and dried by a gas flame.

The core is made in two pieces consisting of the
socket core and the body core. The socket core is
made in the normal manner from a core-box and
is made to seat in the bottom cover in the same
seating as that of the socket pattern (Fig. 7). |In
the centre of this core is a metal seating in which
the body core is located. This ensures concentricity.
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The body core is made on a core barrel in the

following manner: —

A splash coating of bonding material and
chopped straw is put on the barrel. This is dried,
after which a loam coat is applied. When this is

dry the core is brought to size by rotating it against
a metal straight edge, usually the strickle board.
The core is then blacked and finally dried.

Core Placing

Coring up proceeds as follows. The socket core
is placed in the bottom cover, which is then cottered
up in position. The body core is then lowered into
the mould through a leather or canvas muff and- is
located in the seating provided in the socket core
(Fig. 8). The core is centred at the top by means
of a cake core and is held in position by wedges.

Fig. 5.—(Top, L.H.) Vertically-cast Pressure Pipes
are made in Cylindrical Boxes to which Bottom
Covers are Hinged and Cottered; Fig. 6—(Top,
R.H.) shows a Pattern and Box Assembled for
Ramming, and Fig. 7 (Lower) the Location of the
Socket Core in the Bottom Cover.

The pipe is then cast from the top, the metal pass-
ing through slots in the cake core. As soon as the
metal has solidified, the core-barrel is taken out.
A few hours later, when the pipe has became black-
hot, the box is opened and the pipe taken out. For
double-flanged pipes a crushable core is located
beneath the top flange to permit contraction.

For larger pipes, from 18 in. upwards, the
technique is slightly different. The boxes and
bottom covers are not hinged. The loose half of
the box moves to and from the fixed part on wheels
supported on two short rails, and the bottom cover
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Figs. 8, 9 and 10.—Stages in making Vertical

Pressure Pipes.

Fig. 8 shows the Lowering

of the Body Core into the Mould (through
a Leather or Canvas Muff) and Located in
the Seating Provided in the Socket Core;
Fig. 9 {below) Illustrates the Bottom Cover
and Socket Pattern Combined, and Fig. 10
a General Design of Hollow Core Bar.

is put into position either by crane and wire sling
or by a hydraulic lift mounted on a trolley which
runs on a track directly underneath thé box. In
the case of these larger pipes, the socket pattern (or
the bottom flange pattern, whichever the case may
be) is made in one piece with the bottom cover.
When this has been cottered in position, the body
pattern is lowered into its seating in the socket
pattern and ramming commences as before (Fig. 9).
The socket core is also made up as part of the
bottom cover, sometimes being swept up (on the
very large pipes) concentric with the taper seating,
in which the body core is located. For the body
cores of 14 in. dia. and upwards, it is necessary to
put straw rope on the core barrel before applying
the splash coat, otherwise the procedure is the same
as for the smaller sizes. There are two general
designs of core bars—the plain barrel-type, tapered
from top to bottom, and the barrel-type with a

Fig. 11.— Typical Layout for the Mechanisation of
Vertical Pipe Production {Ardelt System).

Kellet

tapered slot from top to bottom, fitted with a tapered
key (Fig. 10). The first type has to be drawn from
the casting as soon after casting as possible {i.e,,
in the case of 60 in. dia. pipes, 9 to 12 minutes after
completion of pouring; otherwise they have to be
“dug out,” a very lengthy job). Obviously the
second type only require the tapered key to be taken
out after the casting is solid.

Mechanisation

Fig. 11 shows a typical layout for the mechanisa-
tion of vertical pipe making in sizes up to and
including 18 in. dia. The boxes are mounted on a
gantry in the form of a turntable, the sequence of
operation being as follows: —

The mould is machine-rammed at the ramming
station. The ramming machine consists of four

for Large Pipes, show-
carried from a Supporting Jib;
Conveyor Feed is Arranged for the Sand.
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R.S.—Ramming station. K.0.—Knock-out.
P.D.—Pattern draw. Box S.—Box storage.
P.—Finishing. M.—Mill  for keilet sand
D.—Drying. (sockets).

C.B.R.G.—Coro Par return BPS—B ody pattern
gantry. storage.

M.F.C.S.—Mills for  core P.A.—Pattern assembly.
sand. P.R.—Pattern return.

S.It.C.—Sand return o<

1).G.—Dabcoat gantry.
L.G.—Loam coaling.
F.G.—Finishing gantry.
C.G.—Core stock.

veyor.
C.G.—Casting gantry.

13— Typical Foundry Layout for the

Fig.
Manufacture of Large Pipes.

crank-operated rammers which rotate round the
stationary body pattern. The rammers are crank
lifted and then allowed to fall under gravity on to
the sand. As the rammed sand builds up in the
moulding box, so the rammers rise until ramming
is complete. The turntable is then rotated through
a few degrees. The pattern is taken out by the jib
crane, and the mould is then finished and blacked.
It is then rotated to the drying station, where it is
gas-dried. When dry it is cored up and poured.
Core bars are drawn and the castings removed from
the boxes by the jib crane. The box is then back
at the ramming station.

Arrangement for Larger Sizes

For the making ,of pipes larger than 18 in. the
set-up is again somewhat different. The machine
for ramming the moulds operates as follows: —

The box and pattern is placed on a turntable
(Fig. 12). Pneumatic rammers are mounted on an
air-controlled cylinder, counterbalanced by balance
weights. The rammers are taken to the bottom of
the box by the air cylinder. The box begins to
revolve at a controlled speed, and sand is fed into
the revolving box by belt conveyor. The pneu-
matic rammers are gradually raised by exhausting
the air from the cylinder and allowing the counter
weights to take control—this allows the rammers to
rise at a constant speed. By close co-ordination of
rotation, rise and sand feed, well-rammed moulds
are obtained. When ramming is complete, the box
and pattern are removed from the turntable
to a pattern-draw foundation (Fig. 13). After
the pattern has been drawn, the pattern is placed
on a bogie, mounted on rails. The mould is finished
and blacked and then passed through a drying
tunnel, where it is dried in the usual way by gas
flames. When dry, the mould is placed on the cast-
ing gantries, is cored up, and poured in the orthodox
manner. The box and casting are then taken to the
knock-out. After this operation is completed, the
casting is placed on a finishing gantry and the box
returned to the ramming point.

The cores are made in the way previously de-
scribed, except that after each operation they are
progressively passed through a stove nearer to the
casting gantries. The bottom covers are made so as
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to reach the casting location at the right time.

A spun pipe is made by introducing molten metal
into a rotating mould; the mould can either be
metallic or a sand-lined case. The method to be
outlined here is that in which steel moulds are
rotated in a water-jacketed machine (Fig. 14). By
this method, pipes from 3 in. up to 27 in. dia. can
be produced, the larger sizes being in 18-ft. lengths.
Pipes 22 ft. long have been spun, but transport
difficulties were encountered.

The spun-iron pipe has its own British Standard
specification. It is designed without a spigot band
and is thinner in section than the sand-cast pipe of a
corresponding diameter. This gives an all-round
saving, as weight and transport charges are con-
siderably reduced. To give a rough idea of what
is involved in spinning a pipe the following is the
sequence followed:—

The metal is brought by overhead monorail to the
casting hoppers of the machines. From here it is
fed down a pouring spout or trough into the rotat-
ing mould. When the casting operation is com-
pleted, the pipe is withdrawn and placed on a
gantry leading to a normalising stove. The pipe
is taken through the stove by a conveyor. On leav-
ing the stove the pipes are dressed and scrubbed
and passed to the hydraulic proving station. They
are then weighed and classified, and finally pass
through a tar-dip after having been brought to the
requisite dipping temperature in an oven.

Fig. 14.— Centrifugal Pipe-casting Machine; the
Trough and Hopper Remain Stationary during
Casting while the Mould Travels in the Direc-
tion of the Arrow.
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CONVEYOR
Fig. 15.—Continuous Gas-fired Annealing Furnace
for Centrifugally-cast Pipes.

Speed Control Points

When spinning the pipe, the three, following
speeds have to be very closely co-ordinated. They
are the rotating speed of the mould, the speed of
travel of the machine down the bed, and the tilting
speed of the hopper containing the molten metal.
These speeds are all checked before casting com-
mences for the day and thereafter at regular inter-
vals throughout the day. The last two are timed
by stop-watch. There are four operators to each
machine with the following duties—the machine
operator, the socket-end man, the trough boy, and
the skimmer. The machine operator controls the
movements of the machine. The socket-end man
puts in the socket cores and grips the pipes for pull-
ing out, the trough boy keeps the trough clean
and applies dressing, and the skimmer keeps the
hopper clean and skims the metal to prevent any
dirt entering the mould.

Casting

At the commencement of casting a pipe, the
hopper is fitted with the requisite amount of metal
and the machine is taken to the top of the bed after
the socket core has been “put up.” The end of
the trough then projects into the mould just short of
the socket core. The machine operator starts the
mould spinning, and when the correct speed has
been reached he starts the tilting mechanism of the
hopper causing the metal to flow down the trough
at a constant speed. The machine operator is in a
position to see when the metal arrives at the socket
end, and when he judges that the socket is full he
starts the machine on its downward journey along
the bed, thereby causing the metal to be deposited

Fig. 16.—Scrubbing Machine for Cleaning the
Interior of Pipes. The Scrubber Blocks are flung
out by Centrifugal Force during Rotation and
the Pipe is held on the Gantry while the Machine
Head is Mechanically Traversed.

FOUNDRY TRADE

JOURNAL 279

on the walls of the mould in exactly the place re-
quired, the impinging metal stream tracing a helical
path. When the machine has almost reached the
limit of its downward movement it is checked to
allow the spigot to be completely filled. If thiswere
done the spigot end would be thin, as can be-
appreciated. One additional item comes into
actual casting operation, namely, a powdered
dressing has to be deposited on the mould in
front of the advancing metal. This is done in the
following manner:—

The trough—which is made from a solid-drawn
steel tube, the upper-part slightly above the centre-
line having been cut away—is lined with cast-iron
“U ” blocks, with a cut-away smaller inverted U
at their base. Beneath the blocks (in the inverted
U) is a tube containing a helical spring. This, when
rotated by an electric motor at its end, acts as a
spiral conveyer. The outlet for the powder, con-
veyed from a small hopper at the motor end, is-
underneath the trough, 4 to 5 in. from the delivery
end so that it is deposited in a thin layer in advance
of the metal stream. The powder conveyor is

Fig. 17— Tensile Testing Machine for Pipe Castings.
Rings Cut from the Castings are Broken on
Expanding Knife Edges.

started-up as soon as the machine starts to travel
down the bed. This powder—a mixture FeSi,
CasSi, fine sand and coke breeze—has a number of
functions. In the first place, it considerably
lengthens the life of the mould. Secondly, it mini-
mises the chilling effect of the mould. It also pre-
vents certain skin defects, such as pinholing. While
on the subject of defects, it might be mentioned that
there are tabulated about 150 defects associated with
this method of spinning

Extraction and Treatment

The pipe having been made, it now remains for it
to be taken from the mould. There is a post at the
socket end of the machine for this purpose. After
the socket cover plate has been removed, a pair of
expanding pullers are inserted into the pipe behind
the socket and anchored to the post. The machine
is then traversed up the bed leaving the pipe behind.
The pipe is supported by a pair of gates which swing
in as the machine proceeds up the bed. From the
gates the pipes are rolled on to a conveyor and
taken to the gantries leading to the normalising
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Straight Cast-iron Pipes

furnace. They are checked for weight and thick-
ness, 'which information is signalled back to the
operator who takes any action that may be neces-
sary. This avoids a run of, say, light or thin
pipes which are very definitely scrap. The pipes
next enter the normalising furnace which is divided
into three zones, pre-heating, soaking and cooling
(Fig. 15). The top temperature is around 900 deg. C,
and it takes about an hour to put a pipe through
the stove. When the pipes pass from the stove a
“spike hammer ” test is applied to see if all chill
has been removed. As the “insides ” of spun iron
pipes are slightly rough, they are scrubbed with
hard metal blocks (Fig. 16).

Metallurgical Aspects

Touching on the metallurgical side, a typical
composition is as follows:—C, 3.2 to 3.5; Si, 1.8 to
2.2; Phos, up to 1.0; Mn, 0.35 max. per cent., and
sulphur as low as possible. Regarding the Mn con-
tent, if over 0.35 per cent, is used, a defect known
as pimpling is found in the insides. These pimples
are almost impossible to remove—nothing short of
grindstones will do it, and this is most un-
economical For physical testing, a ring an inch
wide is cut from the spigot end of the casting (Fig.
17). This is placed on knife edges in a machine and
stressed by an expanding force until it breaks. By
means of a formula a tensile strength can be ascer-

tained. Minimum tensile strength permissible on
spun-iron pipes, b.s.s. 1211/1945, is 16 tons per
sq. in. Full-length pipes are also subjected to a

transverse test with quite large deflections being
recorded after annealing.

Soil and ventilation pipes are being spun both in
metal and sand moulds. Cast-iron moulds are
generally used and these are spun on rollers. In
some cases split moulds are used; no water cooling
is necessary (or possible) with a split mould. The
mould dressing is the principal factor in the spin-
ning of these pipes—all trace of chill must be eradi-
cated, as annealing makes the pipes very expensive.

T.U.C. and the Budget

Among the measures which the T.U.C. General
Council is recommending to the Chancellor of the
Exchequer for budgetary action is increased taxation
on distributed and undistributed profits. The council
also calls upon the Chancellor to increase the standard
rate of income tax, with some concessions to people
with low incomes, make a number of changes in pur-
chase tax. and increase subsidies. The T.U.C. also
declares that the Government should cut the costs of
its administration.

The profits tax, the memorandum states, should
be withdrawn. An additional fiscal burden imposed
on companies, it is a severe handicap to the ability
of industry to provide finance from its own savings;
it is inequitable in that the incidence falls entirely
on ordinary shareholders; and it tends to cause a
distortion of company finance by giving a fiscal
advantage to finance by loans in lieu of finance by
nevv capital.
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New Tax Burdens not Inevitable

The Federation of British Industries, having
examined the present taxation position as affecting
industry, is of the opinion that, to meet the
financial needs of the defence programme, additional
taxation is not inevitable. If, however, it should be
decided that additional taxation must be imposed,
then at least no additional burden can be placed
upon industry if serious prejudice to the ability of
industry to maintain production in the country is
not to ensue.

In a memorandum to the Chancellor of the Ex-
chequer, the F.B.l. says it is reasonable to assume
that the impact of the defence programme on an
already strained economy will result in increased
inflationary pressure which it will be difficult to re-
sist. The economic climate, in the light of which the
taxation policy for the forthcoming year will require
to be framed, may thus be that of a further drop in
the value of money. On that assumption, it is the
conviction of industry that in the national interest
the broad objects of the Government’s budgetary
policy should be as follow: —

(1) To preserve industrial capital in the face of
inflationary pressure.

(2) To remove discriminatory taxation on corpor-
ate bodies and to spread direct tax more widely over
the general body of taxpayers.

(3) To counter inflationary pressure by drawing
off surplus purchasing power where it lies.

(4) To avoid any increase in the total burden of
taxation and to find the major part of the finance
for rearmament by reductions in other forms of
Government expenditure.

(5) To readjust the incidence of taxation so that
it does not constitute a deterrent to greater effort,
in particular by industry; this involves a fair reward
for capital as an incentive to saving, as well as for
labour.

Government’s Expenditure

The federation states categorically that Govern-
ment expenditure as a whole is excessive, and should
be drastically overhauled. There is an ample field
for economies in central and local Government ex-
penditure other than defence. On revenue account
there is a substantial, if indeterminate, amount to be
saved by economies in the administration of the
present services; there are services which can be
deferred to more prosperous times. It is believed
that there is scope in this direction for reductions
of more than £300 million a year,for three years. On
capital account, local government expenditure
should be financed out of revenue or by normal
borrowings, not by central government taxation, and
should be confined to such schemes as can be
financed in this way. This would reduce the budget
total by not less than £300 million. Thus, quite
apart from the additional revenue to,be anticipated,
at a minimum £600 million a year, or a total of
£1,800 million over three years, and possibly con-
siderably more, of the funds required for rearma-
ment could be found through economies.

(Continued at foot of column 1))
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The “C7”
Production of Castings from
Shell Moulds comprised of a
Thermosetting Mixture of Sand
and Synthetic Resin. The Mould
Shells are formed by contact
between the Mixture and a
' Heated Pattern.
Fig. I—Metal Pattern, including Gates and Riser, Mounted on a Plate.

the “C” process for producing foundry moulds and
cores is said to combine the advantages of increased
production, reduced cost, and improved quality of
the casting. The method,* which was developed by
Johannes Croning of Hamburg, Germany, employs
a thermosetting plastic as a sand binder to produce
a shell mould by application of the resin-sand mix-
ture to a heated pattern. The accompanying illus-
trations show the principal steps in the process as
demonstrated in the exhibit of Bakelite Div., Union
Carbide and Carbon Corp., at the 1950 a.f.s.
Foundry Exhibition.

* Previously roported in the journal, December 4. 1947, and
February 19, 1948

Fig. 2.—Two Half-moulds and a Spray of Castings
Produced by the Process.

Demonstration

The demonstration included the actual production
of moulds and pouring of metal. The -casting
produced had good as-cast surface and close dimen-
sional tolerances (0.002 to 0.003 in.). The demon-
stration equipment used for producing the shell
moulds including the following:— (1) Dry blender,
for thorough blending of the resin/sand mixture;
(2) cast-iron pattern, wused for producing half
moulds; (3) Moulding machine for application of
the resin and sand mixture to the hot pattern; (4)
Oven for curing the moulds, and (5) Strip table for
removing the finished half-mould from the pattern.

The resin-sand mixture contains 6 to 10 per cent,
by weight of resin, and sand up to 150 a.f.s. fineness.
After curing, the cores and moulds made from the
mixture have no affinity for water and no volatile
content and can be stored indefinitely.

Fig. 3.—Charging the Mould-making Machine with
the ResinlSand Mixture.
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Fig. 4.—The Preheated Pattern is placed over the
Open Hopper of the Machine and Clamped.
Next the Whole is Inverted, allowing the Mixture
to fall on the Hot Pattern.

Metal patterns, including gates and risers, are
mounted on metal plates to withstand the pre-heat-
ing temperature of 400 deg. F. (205 deg. C.). After
the initial pre-heat the period in the mould-curing
oven during production maintains the pattern at the
proper temperature.

The pre-heated metal

pattern is clamped face

Fig. 5.— The Pattern with its Adhering Layer of
Resin/Sand Mixture is placed in an Oven for
Curing the Half-mould.
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Fig. 6.—After Curing, the Mould is Removed from
the Pattern by Means of Knock-out Pins.

downward over the moulding machine containing
the resin-sand mixture and the assembly is quickly
inverted. The moulding mixture falls against the
hot pattern face and plate. The resinous material
softens under the heat of the pattern and adjusts
itself to the face of the pattern and plate, forming
a continuous coating. As the resin-sand mixture
warms up, the coating builds up over the pattern to
a thickness of iV in. in 6 sec. The assembly is again
inverted, the excess moulding material falling away
from the soft coating and is suitable for use on the
next mould.

Curing

Curing consists of placing the pattern plate and
adhering coating in an oven for 2 min. at tempera-
ture of 315 deg. C. The resin in the mixture is
converted into a hard, insoluble plastic, binding the
sand grains together. After removal from the oven
the half-mould is stripped from the pattern by means
of lifting pins. The half-mould is a thin shell

Fig. 7—Two Half-moulds are Assembled Face to
Face and held together by Metal Clamps.
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Fig. 8.—Assembled Mould in a Container is backed
by Steel Shot.

with sufficient strength and rigidity for the cast-
ing operation. A complete mould is assembled by
clamping two half-moulds together. If cores are
required, they are assembled in the mould in the
usual manner.

Cores are made in the same manner, except that
the resin-sand mixture is blown up into a hot split
metal core box by means of compressed air. The
excess material falls out of the box when the air
flow is stopped. The cores are hollow and of the
same thickness as the moulds.

Fig. 9.—Pouring the Mould front
a Model Furnace. (This was used
at the Exhibition for Demonstra-
tion Purposes but, Normally,
Metal melted by any of the Con-
ventional Methods is Suitable.)
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Fig. 10.—Knock-out; much of the Resin is Burned
during Casting and the Sand Breaks Away Easily.

Casting

The moulds are prepared for casting by placing
the clamped half-mould assembly in a box with
the gate in a.vertical position, and the surrounding
space filled in with steel shot or other suitable bed-
ding material. The bedding supports the thin mould
shell so that it will resist the pressure of the liquid
metal and maintain dimensional stability.

The liquid metal is poured into the mould in the
usual manner. The.hot metal on coming into con-
tact with the mould and cores is formed to the
desired shape and surface finish. Gases generated
pass readily through the mould shell, since the mould
has very high permeability. The mould- and core
offer very little resistance to the casting as it solidifies
and contracts, minimising the formation of cracks
or hot tears.



284
The “ C” Process
The casting is easily removed from the mould

and the cores can be removed by lightly tapping the
casting. The bedding material is recovered for
re-use.

The advantages claimed for the process include: —
(1) Castings are produced with sharp edges, dimen-
sional accuracy, and unchilled surfaces; (2) casting
of thin sections is possible—steel sections it in. in
thickness can be cast; and (3) increased production
for given moulding floor space and labour.
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Drive for Scrap in Scotland

In an all-out drive to maintain the flow of scrap
to the steel mills in Lanarkshire, a survey of remote
areas in the North of Scotland is now being carried out
by the Scottish scrap campaign committee.  Once a
survey has been completed, details are passed to mer-
chants in Inverness who arrange to collect the scrap
from remote areas by lorry. It is then taken in quanti-
ties of about 100 tons to the nearest port and shipped
to the Clyde. Need for scrap is so great that no stock-
piling has been arranged. Every cargo of metal is
immediately unloaded at Clydeside docks and
despatched direct by rail to the steel plant. When
the present area north of Inverness has been
thoroughly scoured the campaign will move south
until the whole of Scotland has been covered.

Belgian Foundrymen’s Association

The annual meeting of the Association Technique de
Fonderie de Belgique was held on January 21. The
report of the executive shows that really great progress
is being made. Following the precept of bringing tech-
nology down to those who most need it—that is men
unable to travel, the association has now organised
branches at Brussels, Liege and Charleroi. Reference
is made to the appointment of a committee to organise
the International Foundry Conference to be held next
September in Belgium under the chairmanship of the
present president général, Mr. Marcel BorgerhofL The
report signally refers to the great increase in the
activities of the association.

The Bulletin of the Association Technique de Fonderie
announces that honours have been awarded to the fol-
lowing members of their organisation:—Professor
Portevin has been made a Doctor (honoris causa) of the
Catholic University of Louvain; Mr. J. Derdinger
(foundry proprietor); Mr. A. G. Granpierre (Pont h
Mousson); Mr. R. Penchard (president, Arts et Meteirs
Old Students’ Association), Mr. O. Vautiers (Comp-
teurs et Materials d’ Usines a Gaz) have been created
Commanders of the Legion of Honour. Mr. A. Debar
(Professor at the foundry school), Mr. R. P. Ganivet
(Technical Education Department), Mr. M. Josset (lec-
turer at the foundry school) and Mr. M. Pons (Indus-
trielle de Transmissions Colombes-Texrope) have been
appointed to the grade of Chevalier of this Order.
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British Standards Institution

Golden Jubilee

This year the British Standards movement attains its
Golden Jubilee: the pioneers of the original Engineer-
ing Standards Committee held their first formal meeting
in April, 1901. The General Council of the b.s.i. has
decided that the event shall be appropriately celebrated,
and that the past achievements and the trends of future
development of the Institution shall be proclaimed to a
wide audience. This advance notice of the Jubilee pro-
gramme is addressed mainly to the principals and senior
officials of the 6,500 industrial firms, trade and profes-
sional bodies and other organisations, who are the finan-
cial and technical mainstay of the Institution’s work.

Jubilee Programme

“ Fifty Years of British Standards.”—This specially-
written history traces the development of the national
standards movement, from its foundation in 1901 as
the Engineering Standards Committee, to the present
time. The book shows how the principles of standardi-
sation laid down half-a-century ago have since been
accepted and applied in an ever-widening range of im-
portant industries, and how, as in many other social
and political fields, the original British model has been
followed in nearly all other countries in the world.

Exhibition.—The contemporary benefits of standards,
standardisation, and simplification will be graphically
presented at an exhibition to be staged at the Science
Museum, South Kensington, London, from June 18 to
29, and in which practically all the major industries who
use the b.s.i.’s services will take an active part.

Each industry will show how standards have sim-
plified production, reduced costs and maintained quality,
and how, in turn, they have benefited users of its pro-
ducts. Test apparatus designed to secure compliance
with British Standards will be shown, together with many
special exhibits of an unusually interesting nature.
Among them will be features showing pictorially “ What
are Standards? ” and “ How Standards are Prepared."

Overseas Visitors.—The international affiliations and
influence of the b.s.i. will be marked by the presence
in London during Jubilee week of the presidents and
directors of the national standards bodies of more than
30 Commonwealth and foreign countries. An official
reception to the Institution’s guests is being given by
h.m. Government at Lancaster House on June 18.

Guildhall Banquet.—By courtesy of the Lord Mayor
and Corporation of the City of London, the Institution
is arranging a banquet for its overseas guests on June 20,
at tfie Guildhall. Distinguished figures in Government,
industrial and professional circles will be present.

Annual General Meeting.—The annual general meet-
ing of the Institution will be held on the afternoon of
Friday, June 22. The overseas visitors will be invited,
and it is hoped that a large number of b.s.i. members
will be present to meet them.

At 7.30 p.m. on the day of the annual general meet-
ing, a conversazione will be held at the Natural His-
tory Museum, which has been kindly made available
by the British Museum authorities. This function has
also been arranged primarily to enable a large number
of b.s.i. members to meet the overseas guests.

Commonwealth Conference.—In the week preceding
the Jubilee celebrations, the second Commonwealth
Standards Conference is to be held in London. Nearly
all the standards organisations in the Commonwealth
will be represented, and the agenda will cover impor-
tant aspects of collaboration in standards work in the
Commonwealth.
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Notes from the Branches

London Branch— Slough Section

The meeting of the Slough Section of the Institute of
British Foundrymen held on February 13 was the
occasion of a visit by the London branch president,
Mr. F. E. Tibbenham, whom the Slough section were
very pleased to welcome.

A Paper entitled “ The History and Development of
Aluminium/Silicon Alloys ” was read by Dr. E. Scheuer,
research director of International Alloys, Limited. As
introduction he gave an interesting historical account of
the development of these alloys from their first pre-
paration roughly 100 years ago culminating in their
widespread industrial application following the dis-
covery of the modification treatment by Pacz in 1920.
Due to their enhanced properties as a result of modi-
fication and good castability, the last 30 years had seen
a development of these alloys supplying as much as
80 per cent, of the total aluminium alloy castings
produced.

Dr. Scheuer proceeded to discuss the theoretical
aspects of modification, laying stress on the recent work
of Chalmers in this respect, who concluded that modi-
fication both by chill casting and by sodium treatment
was caused by undercooling of the eutectic. In the
former he explained this by preferential growth of the
aluminium due to its higher thermal conductivity and
lower latent heat, and in the latter the same factors
were at work, aided, however, by a lowering of surface
tension at the solid/liquid interface due to presence
of sodium.

The development of other aluminium/silicon alloys
was then described, combining the good casting pro-
perties of the eutectic alloy with better machinability
and greater stiffness, of which DTD* 424 was the most
popular example. Later developments were in alloys
deriving high resistance to deformation from heat-
treatment:—Alpax (beta and gamma)—these being
amongst the strongest aluminium casting alloys in exist-
ence. A group of special alloys developed for pistons
exploited the low coefficient of expansion and high
wear resistance produced by silicon additions up to 22
per cent. The structures, properties and uses of these
alloys were described byl Dr. Scheuer and clearly illus-
trated by an excellent scries of slides.

Discussion

Mr. Raybould said that the difficulty in obtaining
reproducible results in the foundry commenced with
the variation in material obtained from different coun-
tries. He would be interested to have Dr. Scheuer’s
opinion on the avoidance of shrinkage unsoundncss.

Dr. Scheuer replied that adequate feeding where
possible and economical was that best method of avoid
unsoundness. Another less commendable method was
the introduction of a little gas which would disperse
concentrated unsoundness into the relatively harmless
fine form.

Mr. A. R. Parkes thought that the possible effects of
trace elements on modification should not be over-
looked. and he urged for more thorough analysis in this
respect. He gave as an analogy the effect of sodium
and lithium which was said to act like cerium and mag-
nesium in the production of nodular iron.

In reply. Dr. Scheuer said that the solubility and
effect of some trace elements were known. Phos-
phorus had some influence on the amount of sodium
required for modification, magnesium lowered the
amount, while titanium had no effect.
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Mr. Gwyther thought that Chalmers’ theory could
be disproved on thermo dynamical grounds. How did
it account for the presence of coarse silicon in an
over-modified structure? He thought it was more
reliable to regard modification as undercooling of the
ternary eutectic of sodium/aluminium/silicon. He
would like to know how to obtain reproducible results
on modification in the foundry.

Dr. Scheuer replied that the ternary eutectic un-
doubtedly existed, but he did not think that it affected
modification since it did not show a lower melting
point. Variable results in the foundry were mainly due
to burning out of sodium and this could be minimised
by: (1 covering with a slag; and (2) reducing surface
contact with air by using a narrow deep crucible.

A vote of thanks proposed by Mr. Britten con-
cluded the meeting.

Middlesbrough

On February 9 a very interesting lecture was given
to the Middlesbrough branch of the Institute of British
Foundrymen by (Mr. G. G. Musted who was a member
of the sub-committce T.S. 23 set up by the Institute
in September, 1947 with the following terms of
reference:—" To consider the reclamation of grey-
iron castings by burning and welding.”

Mr. Musted gave a resume of the more interesting
findings of this Committee. The Report has been pub-
lished in its entirety but the lecture gained much from
Mr. Musted’s colourful personality. He was a mine of
information on this subject and ihas had experience in
every shape and form of this type of work. The
interest of all members was closely held throughout
and there was certainty that many castings which would
formerly have been discarded as useless would now be
reclaimed.

After the lecture was over, the president, Mr. L.
Johnson, said that there was no doubt that the branch
had been listening to a man of great practical
experience and many members would benefit from the
suggestions made.

One of the first questions was whether grey-iron cast-
ings which had been welded were suitable for a new
job. Mr. Musted said that provided complete fusion
was obtained there was no reason why this should
not be done. Such -castings could be successfully
machined.

Another questioner wanted to know how long it
took to train a really good welder. Mr. Musted said
that a really good welder could be trained in six
months. He said that it had been discovered that men
who had been employed on maintenance work made
good welders but one of the chief requirements- was
perfect eyesight. Many firms underestimated the valu-
able work which could be done by welders.

Mr. Johnson asked about the strength of cast-iron
welds made with gas, and whether such strength could
be checked. Mr. Musted said it was possible to do
this.

Mr. Stantey asked how Mr. Musted would repair
high-pressure steam mains. The latter replied that
these should be gas welded preferably. Anything for
high-pressure work must be treated very carefully.

Mr. Stantey asked for information on the repair of
fractured gas mains. Mr. Musted said that he knew' of
only one man who could deal satisfactorily with this
type of weld.

Mr. G. B. Taylor proposed a vote of thanks of Mr.
Musted and pointedlout that several members of the
Institute of Welding were also present. Though the
aim of members was to make flawless castings they
v'ere still glad that something could be done about
the few imperfect ones which w'ere turned out



Book Reviews

Chemical Analyses of Cast Irons and Foundry
Materials, By W. Westwood and A. Mayer. Pub-
lished by George Allen & Unwin Limited, Ruskin
House, 40, Museum Street, London, W.C.l. Price
42s. net.

The most interesting feature of this book is strangely
enough not the work itself but that it is to be one
of a series of manuals on foundry technology, edited by
Dr. J. G. Pearce. Three further books are listed, and
because of the dearth of foundry textbooks to-day
the promised collection will indeed be welcome.

The book carries what arc in truth two forewords—
one by Dr. Pearce and the second by Dr. Gregory,
who strongly commends the work for study by the
foundry industry. There are nine sections, the first of
which deals in a general way with laboratory practice
and apparatus. The second is remarkable in that it
details the methods to be used for the determination of
no fewer than 25 elements which can be present in
cast iron. This being so, no surprise should be evinced,
that to compound these elements seventeen sorts of
alloys and the like need individual consideration. Iron-
ore, slags, sands and refractories, coke and coal dust, all
of which are of real importance in the conduct of a
foundry, are dealt with seriatim both as to sampling
and analysis. Finally, there is a much-needed chapter on
the analysis of linseed oil. This is especially valuable
as the average foundry laboratory superintendent has
only been trained in inorganic chemistry and needs
help in thei organic field. To complete the book there
are 12 appendices, and amongst these is a list of text-
books, occuping two pages. When the reviewer was in
charge of a steelworks laboratory many years ago, the
standard works were by Arnold, Ibbotson and Crooks.
Such has been the progress made that none of these is
included. As the book is sponsored by the British Cast
Iron Research Association it would be advantageous if
it could be made dynamic—by this is meant the publi-
cation from time to time of the analysis of materials
not listed, such as molasses, flour, talc and mica, and
the like, for those named have actually had to be
analysed in one foundry laboratory. As this book
already runs to over 550 pages, the reviewer would
hesitate to recommend dilution with matter but seldom
needed, yet it should be available if required. Perhaps
one of the service departments takes care of this. The
volume is rendered more valuable by the particularly
good indexing of the subject matter. As prices go to-
day the book is “ inexpensive ” and is of such a charac-
ter that it is an essential addition to the library of every
foundry laboratory in the country. If those which are
to follow maintain the high standard set by this book,
the ironfoundry industry will receive material benefits.

V. C. F.

Aluminium—Taschenbuch, 10th Edition. Published
by Aluminium-Zentrale E.V.. 31, Alleestrasse,
Dusseldorf, Germany. Price 12.60 D. Marks.

The fact that a book reaches its tenth edition indicates
that it has been generally accepted as a standard book.
Moreover it has had the co-operation of many of the
best-known German metallurgists and engineers.  This
“ pocket book ” runs to over 600 pages and covers
every phase of the subject ultra-logically. There are
15 major sections, 70 sub-sections, and a few hundred
sub-sub-sections. It is not all pure technology, as the
various employers’ organisations are listed and the
standard specifications are given both for the pure metal
and its alloys. Publications and books on the subject
arc detailed in an appendix and elsewhere. For those
who can read German and are interested in aluminium
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and its alloys this book will be found to be both
interesting and instructive.

Share-transfer Office Procedure, by M. F. Marshall
Parkes, m.c., and G. Brian Parker, m.a., 11.d.,
published by Jordan & Sons, Limited, Chancery
Lane, London, W.C.2, price 15s. net.

If, as the Authors think, it is the first time this work
has been brought together into one book, it is certainly
overdue and should be of invaluable help to the student,
the secretary, and the registrar of a company. Well
printed, of a handy size and “easy ” to read, it
covers the workings of-a share-transfer office very
thoroughly, and its appendices make it a self-contained
volume. It is very moderately priced at 15s.

House Organs

Nickel Bulletin, Vol. 23, No. 11. Published by the
Mond Nickel Company, Limited, Sunderland
House, Curzon Street, London, W.I.

The Nimonic series of alloys forms the subject of
an article in the current issue. The part played by
these important nickel-chromium alloys in the practical
realisation of the gas turbine is now well known, and
the tabular data provided are therefore of considerable
interest. These cover the alloys available and the speci-
fications to which they are produced, the physical and
mechanical properties, tensile properties and creep
characteristics. Illustrations show examples of turbine
blading, stator blades and combustion chamber com-
ponents. Further material on the Nimonic alloys will
be found among the abstracts published on high-tem-
perature materials. In addition, physical data on
nickel-containing permanent-magnet alloys production
and experience with spheroidal-graphite cast iron are
among other abstracts printed. Copies may be obtained
free on application to Sunderland House.

USCO Magazine, January, 1951. Published by the
Union Steel Corporation of South Africa. Limited,
Vereeniging.

This issue inaugurates a series of articles on “ Steel
Towns of the World.” Sheffield has been chosen to
open the batting. The Grey Iron Productivity Team
Report is reviewed at some length. For the rest, social
events and sport with the organisation are very intelli-
gently treated.

New Catalogues

Refined Pig Iron. Warner & Company, Limited, of
Cargo Fleet, Middlesbrough-on-Tees, have just issued,
perhaps a little belatedly owing to printing difficulties, a
centenary commemoration brochure. After all, the
centenary is one of the birth of an idea by Mr. Arthur
Warner, for the actual works were not established until
1872, and this the firm claim was the birth of the
refined-iron industry. The brochure runs to 32 pages
and is brilliantly illustrated. The reviewer usually
likes to have an appreciation of the size of castings
illustrated, but it can be presumed, as the photographs
were sent in from their customers, it would be too
difficult to have dimensions indicated.  However,
many are of well-known castings. The catalogue is
quite up to date and includes indications of the service
given to producers of nodular irons; this, of course,
involves the making of irons carrying 0.01 to 0.02 per
cent, sulphur and 0.05 per cent, phosphorus. The
section is adequately illustrated. Altogether it is a
very commendable publication and is available to our
readers on writing to Cargo Fleet.
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Selecting Components for Die-casting

By W. M.

Pressure or Gravity die-castings are customarily
employed, either in respect of a new, component or
as a substitute for some article previously manu-
factured by some entirely different method. Waith
each of these applications very worth-while savings
and economies may be attained. In the former
case, it will be more readily possible to design a
component specifically for die-casting, which policy
will often ensure the achievement of the maximum
advantages and economies inherent in the die-cast-
ing processes, which are fairly well known.

Where a proposed die-casting is to replace a com-
ponent formerly produced, say, as a sand-moulded
iron or brass casting; a sheet metal pressing; or a
wholly-machined component, some restriction of the
nature and scale of modifications applicable to the
original design may be encountered. To the extent
which such restrictions occur, the resultant design
form selected for reproduction as a die-casting may
fail in some respect, or even wholly, to conform
with the requirements and limitations attaching to
this method of casting. Whichever of these two
design policies be adopted, the user will generally
determine the basic features—at least—of the die-
cast component.

Very often, however, such a user will possess but
the scantiest practical knowledge of all the in-
tricacies and problems associated with die-casting;
the requirements of sound die design and construc-
tion; the properties of die-cast alloys; the vagaries

of actual casting, and. all similar critical points
affecting closely the character of a component
design, and its economical casting. Lacking full

knowledge of these important practical matters, a
component may unwittingly be evolved which em-
bodies shapes, forms and features unsuitable for
reproduction, or at best one which will be unneces-
sarily difficult to produce.

For instance, certain features may be stipulated
which will prove extremely difficult and costly to
form, in negative fashion, as a cavity in the die.
Alternatively, features may be employed which will
render the finished component less able to meet the
rigorous service requirements required. The follow-
ing notes, covering some of the chief points affect-
ing component design, and giving the underlying
reasons why certain preferred forms should be used,
have been compiled to guide prospective users when
developing a die casting. These are presented largely
in the form of simple general rules, which broadly
outline the requirements, possibilities and limita-
tions associated with both gravity and pressure die-
casting.

They will doubtless be found helpful especially
when determining which particular die-casting pro-
cess has to be employed; the kind of alloy to be
used to ensure specific physical and mechanical
qualities in the casting; and precisely what kind of

Halliday

features, shapes and forms may be advantageously
incorporated in such a casting.

Gravity or Pressure-cast Component

One of the primary questions to be settled at the
outset of any die-casting project, is whether the
proposed article has to be made as a gravity or
pressure die-casting. Several important considera-
tions will require careful attention before this
matter can be satisfactorily determined.

Choice of Alloy

The selection of a particular alloy wifi largely be
determined by the nature of the functions required
in the component, and the character of the service
duty to be fulfilled. Naturally an alloy will have to
be chosen possessing adequate physical, mechanical
or other properties, which in the die-cast state, will
enable the component to meet all, or most of the
working requirements. When an extremely light
but strong component is desired, it may at once be
apparent that an aluminium or magnesium-alloy
casting will have to be used.

If extremely light weight is not of paramount im-
portance however, yet reasonable strength has to be
attained, coupled with rigidity and durability, one
of the well-known and now widely used zinc-base
alloys may be found eminently suitable, especially
if produced as a pressure casting. As a general rule,
pressure die-casting is confined largely to the use of
the lower-melting-point alloys, such as tin, anti-
monial lead, and zinc-base materials. Several alu-
minium alloys are also extensively used in the
pressure die-casting process, being produced by the
“cold-chamber” machines, which are, however,
somewhat slower, thus castings may be slightly
more expensive on this account than those in the
lower-melting-point alloys produced by the more
rapid hot-chamber type of machine.

Gravity die-castings are generally confined to the
alloys in the higher-melting-point range, such as
aluminium-bronze, aluminium-silicon, magnesium,
copper-base materials, and certain brass alloys. As
a further general guide to the selection of a die
casting alloy, it is worth mentioning that most
alloys capable of being sand-moulded may also be
gravity die-cast, always providing their melting
point lies within the suitable range, and that they
are not unduly prone to “hot-shortness.” Gravity
die-castings will usually be appreciably stronger,
more durable and slightly more ductile than the
same material sand-moulded. The surface appear-
ance and clarity of fine detail will also be much
superior.

W here the same component can be produced as a
pressure casting in the same alloy, it will be stronger
and more durable than the gravity casting. The
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appearance, dimensional accuracy, and uniform-
ity of shape will also be greatly superior to those
obtainable with gravity castings, sand-moulded
castings, pressings, or components fabricated by
other non-casting processes. Gravity die-castings
incidentally are well-suited for components in the
light-weight alloys which have to be heat-treated
after leaving the die, to improve their physical and
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mechanical properties, such as is desired in-the case
of components used for aircraft.

Not all alloys can be die-cast however. The
limitations in this connection being the melting-
point and the tendency towards “ ihot-shortness.”

Modern die-casting practice is therefore generally
confined to the use of those alloys which melt, or
can be operated, at temperatures not exceeding 1,000
deg. C. Higher temperatures than this may result
in over rapid deterioration of the dies especially

TABLE |.— General Properties anti Features Governing the Selection of a Die-casting Alloy.
Melting Tensile
Casting alloy. point, strength, Advantageous features. Disadvantageous features.
deg. C. tons persq. in.
Lead-base alloys 238 3.Gto 4,5 Excellent corrosion resistance. Low strength and other mechanical features.
Resists most acids. Low melting point.
Free running in the die. Lack of rigidity.
Fine detail easily cast by pressure process. Low abrasion resistance.
Good surface finish. Liable to extensive distortion on ejection.
Long die life. Easily marked on surfaces.
Small dia. holes can be cast with ease. Flashing prone to occur.
Unable to withstand any but light loadings.
Tin-base alloys 204 to 238 3.5t 45 High corrosion resistance. High cost of raw material.
Suitable for part to be immersed in water. Low strength.
Good running and bearing qualities. Low abrasion resistance.
Can be die cast with remarkably fine dimen- Prone to distortion and warpage during
sional tolerances. ejection and use.
Small taper required on cored holes. Usually confined to use for die castings
Fine, smooth surfaces. lightly loaded.
Long die life. Best suited for very small castings. Large
ones will be weak on some sections.
Zinc-base alloys 371 to 332 18 to 22 Several good alloys available. Unsuitable for use with acids, excessive
Moderate strength-to-weight ratio. moisture or salt water.
Low cost of raw material. Only moderate elongation.
Excellent reproduction of fine, details. Unsuitable for use at very high or low temps.
Good running in the die. Strength reduced by gravity die casting.
Can be cast with very thin-wall sections. Some susceptibility to impurities leading to
Small holes, down to 0.030 in. dia. easily lass of strength.
cast. Difficult to solder.
External/Internal threads are possible.
Excellent surface finish.
Good corrosion resistance.
Easy to machine.
Aluminium alloys. 593 to U49 13.5 to 18 Very light weight. Usually more difficult to cast than zinc-base
High strength-to-weight ratio. alloys.
Excellent corrosion resistance. Small dia. holes, fine threads, etc., not
Good stability and durability. possible.
Reasonably good bearing and wearing Lower rate of production.
qualities. Material attacks die steel.
High heat and electrical conductivity. Relatively high die-maintenance costs.
Good surface finishes. Not easily soldered.
Fine detail easily produced. Dimensional tolerances have to be greater
Can be cast with relatively small wall thick- than with low-melting-point alloys.
ness. Prone to shrinkage variations, etc.
Aluminium - bronze 1,037 to 1,093 29 to 35 Great mechanical strength and other Relative high cost of raw material.
physical qualiitles. Very short die life.
High ductility. Increased die maintenance costs.
Exceptionally good wearing and anti- Thick walls to be allowed.
corrosion properties. Slow production speeds.
Mechanical properties can be enhanced by Low electrical conductivity.
heat-treatment after casting. Difficult to solder, or weld.
Suitable for gravity die-casting method.
Magnesium alloys. 593 to C49 13.5to 14.8 Extremely light weight. On weight to weight basis cast of material is
High strength to weight ratio. high.
Approximately same physical and mechani- Increased cost of production due to high
cal properties as best aluminium alloys. melting temperature, and proneness to
Ease of machining. ignition.
Corrosion resistance moderate for general Much wear on dies gives low die life.
applications. Corrosion resistance low with moisture, salt
Good stability and durability. water, and some acids.
Excellent running qualities. Chemical treatment usually necessary to
Good surface finish and fineness of detail. prevent corrosion.
Copper alloys 899 Considerable strength and durability. High cost due to raw material and slow

High corrosion resistance.

Can be soldered and plated.

Mechanical properties improved by heat-
treatment.

Produced with smooth surface finish and
quite good detail.

rate of casting.

Large castings, i.e., exceeding about 15 Ib.
not economical.

Dimensional tolerances have to be keptlarge.
Very short die life.

Only certain forms can be pressure die-cast,
but necessitate machines with high pressure.
Die (I:osts high, owing to use of hard alloy
steels.
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on critical cavity walls, and core surfaces, due of
course, to the intimate contact occurring between
these portions of a die and the molten charge
admitted, and the resultant severe chemical attack
taking place.

The advantages and disadvantages applying to
various high- and low-melting-point alloys, as listed
in Table I, will serve usefully as a further guide
when selecting an alloy for a particular component
designed to have specific mechanical, physical, or
other features.

When initiating a component design' it will be a
useful practice to make a complete list of all the
physical, mechanical, chemical or other qualities
which must be possessed by the finished die casting,
together with other specified conditions. Undesir-
able properties to be avoided in the component
should then similarly toe listed. On the basis of
this information it will then usually toe more easily
possible to select a specific alloy which most satisfies
all the listed preferred requirements, and is devoid
as far as possible of the undesirable features.

In this regard it will prove unwise to allow
a decision to be unduly influenced by the com-
parative cost of such alloys, because not always
the least expensive one will give the most satis-
factory working service.

Size of Component

To some extent the magnitude of surface area
and weight of a proposed die-casting will also deter-
mine the process of manufacture to toe adopted.
Generally speaking, the larger and heavier castings
can be produced much more economically and
easily by the gravity method. With pressure die-
casting considerable restriction arises in respect of
size of component producible, owing to the need
to instal the die upon a die-casting machine, the
delivery capacity of molten alloy of which, per shot,
will be limited.

The effective working surfaces of a pressure die,
that is, those in which the essential cavity configura-
tions, cores, and ejector mechanisms can be situated,
will similarly toe controlled toy the size of
the machine. The cavity formations, coring provi-
sions, ejectors, and kindred elements will normally
have to be located strictly within a specific area,
which is determined toy the space between the main
guide bars of the machine, the position of the
injecting nozzle, the size of the platens on which
die is mounted, and the capacity of the ejector
box casting at the rear of the movable platen.

With modern large-size automatic pressure-die-
casting machines, the maximum surface area
capable of being reproduced on a casting

will usually not be greater than about 250 sq. in.
On the other hand, gravity dies, being specifically
designed and constructed for manual operation will
be relatively free from the foregoing limitations.
Thus larger castings can normally be produced with-
out difficulty or additional cost of operation.
Aluminium gravity die-castings have been pro-
duced, on a production basis, weighing as much as
120 Ib., and having considerable surface area.
Magnesium gravity die-castings ranging up to about
50 Ib. may toe cast in the same way, whilst zinc-
base gravity castings weighing up to 45'lb. are quite
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feasible. Zinc-base alloys, by the way, whilst
capable of being gravity die-cast quite easily, are
generally regarded as being rather unsatisfactory,
because of the coarsened grain structure. This may
be the source of some embrittlement and unsatis-
factory service especially if the component is sub-
jected to irregular, intermittent loading, or an
undue amount of vibration when in use.

Physical Limitations

The overall dimensions, and to some extent the
weight and shape of a pressure die-casting, in any
alloy, will be conditioned toy a further important
factor worthy of note by the component designer.
W ith pressure casting it is essential to hold together
the two halves of a die very powerfully during the
actual injection of the molten charge. The latter
may be pumped into the die under pressure ranging
from about 1,000 to 3,000 Ib. per sqg. in. and at
velocities anything up to 400 ft. per min. Thus
the forces acting internally in the die cavity and
tending to open the die will toe tremendous. There-
fore, for safety’s sake the “ projected surface area ”
of the die cavity (which is the exact reverse of
that of the component) must be kept sufficiently
small to insure that the total opening pressure will
always be less than the clamping pressure available
for holding the die closed. Failure in this critical
respect would incur the risk of the die opening at
the instant of injection, and the leakage of metal
across the parting line surfaces. This in turn would
lead to gross inaccuracies on important dimensions
of the casting, and the formation of unduly-thick
flash at the sides thereof, involving considerable
difficulties in trimming.

Quantities Required

The total quantity of die castings required is also
an important factor governing the choice of
process. In the general run, quantities below about
5,000 will be found uneconomical as pressure die-
castings, due to the fact that die manufacturing
costs will be large and when distributed over a
small number of components will toe found to
inflate the wunit cost. Moreover, the method of
production is so rapid that the overhead costs of
setting up a complex die-casting machine for a small
quantity would in most instances prove prohibitive.
In certain special cases, however, quantities of 5,000
or even fewer may show overall economies to a
user if the component is produced from a single
cavity tool, and its use enables costly machining
or assembly operations, formerly employed, to be
eliminated. With  gravity die-casting suitable
quantities range from 2,000 up to about 5,000 parts.

Again, exceptions to this will frequently occur in
practice since a great deal depends upon the com-
plexity of the part, the type of alloy, and the mag-
nitude of savings to be effected by using a casting
to displace more expensive machine parts. Gravity
dies are nearly always designed with a single cavity
formation, in order to facilitate their handling and
general manipulation, and also to keep the cost as
low as possible. Very small castings,,weighing
only a few ounces and of fairly intricate shape, may
however be successfully gravity cast, in a single
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spray, from a die with a number
impressions.

Pressure dies, on the other hand, are most often
of the multiple impression type, so that for each
shot a whole set of castings will be produced, thus
ensuring large-scale production and low unit cost
per piece. Furthermore, gravity dies, by reason
of the purely manual operation entailed in their use,
will be worked at much slower speeds, so to pro-
duce very large quantities would incur much addi-
tional cost, in comparison with pressure die-casting.
With gravity dies a good output may be regarded
as from 300 to 350 castings per working day,
whereas with the pressure method anything up to
2,000 shots per day may be achieved. |If a multiple-
impression die is employed as many as 25,000 cast-
ings daily may be produced without difficulty.

of duplicate

Initial Die Costs

Another factor certain to arise for consideration
is that of the cost of the necessary dies. These
very often will determine the selection of the par-
ticular casting process adopted. When assessing
these, much depends upon the character of the com-
ponent, its intricacy, and the degree of dimensional
accuracy desired. The kind of alloy and the
quantity of parts to be produced will also have an
important bearing upon the design, construction,
and materials used in the die, and thus its resultant
cost. As a general guide, gravity dies will cost
from 3 to 10 times less than a comparable pressure
die, because of their greater simplicity of construc-
tion and operation, and the use of only one cavity.

Wi ith both gravity and pressure die-castings, con-
siderable economies can often be achieved, which
will go far to offset initial die costs, by combining
several components, previously made by some other
method, into a single casting. Such overall savings
should always be measured against first die costs to
obtain a fair assessment of costs. Conversely,
sometimes greater economy may be achieved by
using several simple forms of die castings, in place
of a single complicated article formerly produced
in some other way. This will often be the means
of permitting the use of two or three relatively-
simple, and therefore less-expensive, dies.

Die Life and Maintenance Costs

In many instances when considering initial die
costs it will prove useful to consider also the allied
question of die maintenance and costs involved, or
in other, words the anticipated working life to be
obtained from a die. Gravity dies are normally
subject to much more severe handling than pressure
dies, expressly due to their form of use. There-
fore, damage, wear and error are more liable to
arise with such tools, which in turn may cause
inaccuracies on some critical dimension, or serious
loss of shape, or excessive flash formation on the
joint.

These tendencies towards damage and wear will
be aggravated when alloys of very high melting
points are used, which will entail some chemical
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action on the die steel. Use of alloys at such
elevated temperatures also mean that the gravity die
has to be worked at a high temperature, unlike the
pressure die. This again will give rise to excessive
alteration in the expansion and contraction of the
die itself. Slender cores, ejector plugs, and sharp
edges or corners of the die cavity may all suffer
speedy damage and wear from the above causes,
hence the need for closer maintenance attention.

A soundly-constructed gravity die should suffice
for producing about 10,000 to 35,000 castings with
reasonably-uniform accuracy of size and shape.
This again will depend upon the kind of alloy used,
the die materials, and the degree of intricacy of the
component. If magnesium alloy be used, a some-
what longer working life may be expected, viz,
from 25 to 30 percent, more due to the fact that this
alloy does not so readily attack the die steel. With
pressure die-castings in zinc-base alloy, 25,000 com-
ponents or more may be produced quite satis-
factorily. Dies for producing pressure castings in
aluminium alloy will be good for 25,000 to 100,000
parts. Dies for producing castings in copper alloys
have a much shorter working life, i.e., from 5,000 to
25,000 parts.

Here, again, it should be emphasised that much
depends upon the melting point of the alloy, the die
materials, whether the die is heat-treated, the com-
plexity of the cavity shape, and the weight of the
casting.

Quotations

It is worth mentioning that die costs are usually
quoted separately and distinct from the cost of com-
ponents. Customary practice is to charge part cost
only of this tool. This is done on the understand-
ing that the die remains in the possession of the
die caster, with the client having exclusive use
therefrom, and all reasonable maintenance required
on the die to produce the quantity of parts ordered
shall be borne by the die caster. This is a good
practice, often resulting in the greatest practical
advantage for the user, especially when very large
quantities of parts are ordered, and the component
design has been stabilised.

Gas Exhibition Hall Rebuilt

Redesigned and rebuilt after having suffered heavy
damage during the war, the Watson House Exhibition
Hall of the North Thames Gas Board at Fulham,
London. S.W.6. was opened last Thursday by Prof.
James M. Mackintosh, Professor of Public' Health,
University of London. Among those present at the
ceremony was Sir Edgar Sylvester, chairman of the Gas
Council and the chairmen of the Area Gas Boards.

English China Clays, Limited, has made an offer
to acquire the entire issued share capital of Lovering
China Clays, Limited (425,000 £1 shares), in exchange
for an equivalent number of the company’s ordinary
£1 shares. The offer is conditional upon the fulfilment
on or before March 28 of the following conditions: —
(i) Acceptance by the holders of 90 per cent, of the
issued shares of Lovering China Clays, Limited, or such
less percentage (if any) as the offerors may elect; (ii)
the increase of the share capital of English China Clays,
Limited, by the creation of 425,000 ordinary £1 shares.
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Correspondence

I\Ve accept no responsibility lor the statements made or the
opinions expressed” by our correspondents.l

HISTORIC PRINTING PRESS
To the Editor of the F oundry Trade Journal

sir —We have noted with interest the picture and
comments on the historical printing press shown on
page 226 of your issue of March 1, and we thought
perhaps you might be interested in the enclosed photo-
graph, which is of a very similar type of printing press
made by this company round about 1840. Apparently
this company made numbers of this type of press, which
you will see from the photograph bears the Royal Coat
of Arms and the wording “ Leggett’s Queen Press made
by J. R. & A. Ransome, Ipswich.”

This press has now been purchased back by this
company from a small firm of printers quite near to
Ipswich. They informed us that they had been using
this press for approximately 100 yrs. and only recently
decided to put in a more modern type. The press
itself is in the most wonderful state of preservation
and we are proposing to keep it as a relic of the past.
It is interesting to note that except for the very elaborate
design of the Columbian Press, the working details are
similar in many respects.

Yours, etc.,
for Ransomes, Sims & Jefferies, Limited.
H. H. Dawson.
Director.
March 6, 1951.

CORE BLOWER OPERATION
To the Editor of the Foundry Trade Journal

Sir—Due to some misunderstanding, an amended
discussion to the paper on “ Coreblower Application
and Operation ” was not submitted to you. This means
that one reply to a Mr. Colwell does not read cor-
rectly. The correct reading is as quoted:—

“ Mr. Fearfield answered that his foundry had used
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resins with success. They were using Congleton sand:
168 Ib. of sand, 1} Ib. cereal, li Ib. of resin, 2J pints
of water, | pint parting compound. Any tendency to
stickincss in the core-box could be remedied by a
small addition of parting compound. The tensile
strength was 124, 126 and 128 repeated, and there was
a scratch test of 70 to 80. Fine sand was rather sticky
to get along with.”
Yours, etc.,
G. W. Fearfield.
Ley’s Malleable Castings Company, Limited.
Derby, England.
March 6, 1951.

NOT NATIONALISED
To the Editor of the Foundry Trade Journal

sir,—We observe that in the editorial article headed
“Au Revoir ” in your issue of February 15, 1951, you
include the Sheepbridge foundries amongst the eighteen
foundries which were stated to have been lost to private
enterprise as the result of the nationalisation of the
iron and steel industry.

We are happy to inform you, however, that the
foundries at Sheepbridge were included in the “ hiving-
off ” operation carried out in 1948, and were transferred
to Sheepbridge Engineering, Limited, which company

with its many subsidiaries continues under private
enterprise.—Yours etc.,
G.R. C larke,
Secretary.

Sheepbridge Engineering Company,
Chesterfield.
March 5, 1951.

Stcelfounding Productivity
Target announces that an American foundry team is
to visit this country. Amongst the firms to be visited is
F. H. Lloyd & Company. Limited. The appended table
shows the commendable progress made by this firm
over the last five years.
The F. Il. Lloyd & Co., Ltd., Productivity Chart.

Average Average Percentage
Castings earnings per output per scrap
Year. despatched employee, man per year and
(tons). manufacturing manufacturing castings
departments. departments, rejects.
(tons.)
194« 12,289 £7 4 10 11.6 0.7
1947 14,190 £7 14 5 13.2 7.2
1948 10,776 £8 7 0 14.6 0.4
1949 17,472 £8 15 2 14.9 5.3
1950 18,400 £9 2 10 15.5 4.4

(first nine months only)

1950 (first nine months only), Annual output per man, bawd on all
employees (1,500), 12.3 tons.

Hot Ingot Transported nearly 200 Miles

Believed to be the first experiment of its kind, a
134-ton hot alloy ingot was recently transported nearly
200 miles from Dominion Iron & Steel, Limited, at
Sydney, to Trenton'Steel Works, Limited, at Trenton,
N.S. According to a report published in *“ Blast
Furnace and Steel Plant,” December, 1950, the ingot
was allowed to solidify, was stripped and placed in a
cast iron box insulated with a pre-moulded vermiculite.
The remaining space was filled with loose vermiculite
and the steel lid placed on the box. It was securely
fastened and braced to the railway car floor. The ingot
was at 925 deg. C. on leaving Sydney and arrived at
Trenton with a temperature of 860 deg. C. Transfer-
ring ingots while hot eliminates the danger of cracks
from cooling and reduces costs.



Parliamentary

Imported Finished Steel Prices

Asked by Mr. Osborne why a price-fixing policy
for imported finished steel had been adopted, and
why a loss on this account of £6,282,064 was transferred
from the trading account to capital account, Mr. G. R.
Strauss, Minister of Supply, said that imported finished
steel cost more than home-produced steel, and the extra
costs, including import duty, had as a matter of policy
been borne by public funds in order to secure maximum
imports and to maintain uniform steel prices to United
Kingdom consumers. The additional cost in question
was written off by transfer to the capital account, since
it did not arise from ordinary trading operations and
was not recoverable in future sales.

Aluminium Exports

The Minister of Supply was asked by Mr. M. Lind-
say how many aluminium ingots and how much
aluminium scrap were exported from Great Britain in
the last three months of 1950.

In reply, Mr. Strauss said that 721 tons of aluminium
ingots was exported during the last quarter of 1950,
but much of this was in respect of licences already
granted. Exports of aluminium ingots were now re-
stricted to a small, token quota. Shipments of alumi-
nium scrap were not separately recorded in the Trade
and Navigation Accounts, but an export licence for a
quarter of a ton was issued during the same period.

Increases of Capital

The following companies arc among those which have
recently announced details of capital increases:.—

MANGANESE BRONZE & BRASS COMPANY, LIMITED.

London, W.J, increased by £300,000, in 5s. ordinary shares,
beyond tlie registered capital of £350,000.
W. TYZACK SONS & TURNER, LIMITED, steelmakers,

etc., of Sheffield, increased by £80,000, in 5s. ordinary shares,

beyond the registered capital of £120,000.
RICHARDS (LEICESTER), LIMITED, constructional
engineers, ironfounders, etc., increased by £120,000, in £1

shares, beyond the

DYSON & COMPANY,
casters, etc., of London, E.C.2,
shares, beyond the registered
ARTHUR BALFOUR & COMPANY,
incroased by £50,000, in 103. ordinary
registered capital oi £450,000.

COAL & IRON TRADES INSURANCE COMPANY,
LIMITED, Birmingham, increased by £200,000, in £1
ordinary shares, beyond tho registered capital of £50,000.

UEENAN & FROUDE, LIMITED, engineers and iron-
founders, of Shrub Hill (Worcs), increased by £25,000. in
5s. ordinary shares, beyond the registered capital of £975,000.

HENRY BALFOUR & COMPANY, LIMITED, engineers

registered capital of £30,000.
ENFIELD (1919), LIMITED, die-
increased by £110,000, in £1
capital of £40,000.
LIMITED, Sheffield,

shares, beyond the

and ironfounders, of Leven (Fifeshire), increased by £70,000
in £1 ordinary shares, boyond the registered capital of
£80,000.

WOLVERHAMPTON DIE-OASTING COMPANY, LIMKCED,
increased by £105,000, in 170,000 6 por cent, cumulative pre-
ference shares of 10s. and 200,000 ordinary shares of 2s. each,
beyond the registered capital of £195000. Tho capital has
been reorganised and is now £300.000 in 300,000 6 per cent,
cumulative preference shares of 10s. and 1,500,000 ordinary
shares oi 2s. each.

An interesting announcement iS made by the Paints
Division of Imperial Chemical Industries. Limited,
Wisham Road, Slough, that they have developed and
placed on the market Hot Spray “ Dulux.” which has
many industrial applications. The gun used incor-
porates a heating chamber for raising the temperature
of the paint to 160 to 165 deg. F. Better flow, and a

reduction in the solvent content, associated with a
fewer number of passes are claimed for this new
technique.
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Davy-United’s Export Orders

Orders for rolling-mill equipment from Canada,
the United States, Sweden, and Italy totalling nearly
£750,000 are announced by the Davy & United
Engineering Company, Limited, Sheffield. Of this total
more than half is represented by hard-currency orders,
included in which are contracts alone worth nearly
$500,000. The order for Canada covers the supply of
five Morgan mills to the Algoma Steel Corporation,
and comprises one 24-iq. vertical mill, two 16-in. vertical
mills, and two 12-in. edging mills. The dollar contract
secured from the u.s.a. comes direct from the Morgan
Construction Company, the original designers of the
famous marque of continuous high-production mills
which bear the company’s name and with which Davy-
United has worked in close association for over 30 years.
The order comprises 12 edging mills ranging in size
from 12 to 16 in.

A 16-i-in. and 53-in. by 56-in. four-high sheet and
strip mill for Sweden will be tackled in two distinct
stages. The first stage will see the mill fitted for sheet
rolling of electrical sheets in silicon steel. *This stage,
which will enable the mill to go into production on a
basis of hand feeding with belt conveyors, will take 15
months to complete. Nine months later, at the second
stage, the mill will become a reversing strip mill for
cold reduction of up to 3.5 oer cent, silicon steel. It will
then operate as a fully mechanical installation. In its
final form the mill will also be used for cold-rolling
some stainless-steel strip alnd wide stainless sheets.
Placed by Surahammar Bruks AB, the main purpose
behind this contract is for the company to roll for
ASEA, the chief Swedish electrical group, this new cold-
reduced transformer sheet which has the preferred
orientation for such electrical applications. This will be
the first Davy-United mill installation in Sweden.

An order from Spctt SA La Magona d’ltalia, Firenze,
Italy, comprising a 16-in. and 53-in. by 48-in. reversing
four-high combined cold-reduction and skin-pass mill
for tinplate and wide strip and a 13-in. and 39-in. by
36-in. four-high reversing cold tinplate mill was secured
against strong US competition.

Board Changes

Thomas Bolton & Sons, Limited—Dr. W. E. Alkins
and Cmdr. W. T. A. Bird have been appointed directors.

Metal Traders, Limited—Brig. H. P. Crosland has
been elected chairman in place of the late Mr. Frank
L. Baer.

British Jeffrey-Diamond, Limited— Mr. D. Pearson,
chief engineer of the mining division, has been elected a
director.

Colvilles, Limited—Mr. Peter Baxter has resigned
from the board, and also from the boards of certain
associated companies, owing to ill-health.

International Combustion (Holdings), Limited, and
International Combustion, Limited—Mr. F. G. Penny
has been appointed managing director of both com-
panies in place of Sir George Usher, who remains on
both boards.

Power Securities Corporation. Limited— Mr.
C. K. F. Hague, deputy chairman and managing director
of Babcock & Wilcox, Limited, has been appointed a
director to fill the vacancy caused by the death of Sir
John Greenly.

Goodlass Wall & Lead Industries, Limited— Mr.
H. S. Tasker, who retired from active employment on
February 28, has resigned the chairmanship, but con-
tinues as a director. Mr. J. L. McConnell, the vice-
chairman, has been appointed chairman.
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Personal

Dr. J. G. Wilson has been promoted to a Reader-
ship in Physics at Manchester University.

Mr. G. A. Morgan, managing director of Padley
& Venables, Limited, Sheffield toolmakers, has returned
from a business trip to Sweden.

Mr. Charles . Ferguson, deputy principal
of Stow College, Glasgow, has been appointed head
of the department of mechanical engineering in Dundee
Institute of Art and Technology.

Lieut.-Col. Austin G. Bates has been elected chair-
man of the General Council of British Shipping, and
Mr. C. E. Wurtzburg and Viscount Runciman have
been elected joint vice-chairmen.

Mr. Walter Clare, Senior power station driver
with the Shelton. Iron, Steel & Coal Company,
Limited, Stoke-on-Trent, has received presentations
from his colleagues on his retirement after 53 years’
service.

Mr. Frank Law has been elected chairman of

the Chain and Anchor Manufacturers’ Association to
succeed MR. E. N. WOODHOUSE, who had intimated
that he could not again accept the position owing to
ill-h,ealth.

Mr. T. Rowland Hinr, a director of the City
Sheet Metal Works, Limited, Leicester, has been
nominated as the next Lord Mayor of Leicester. He
was first elected to the Labour group on the City
Council in 1926.

Mr. Donald Morris, Who has been appointed secre-
tary of General Refractories, Limited, in succes-
sion to the late Mr. James Walker, has been with the
company for 14 years and formerly occupied the posi-
tion of cost accountant.

Mr. M. Coverdale, general manager and secretary
of Charles W. Taylor & Son, Limited, ironfounders.
South Shields, completed 50 years’ service with the
firm on March 3. To mark the occasion, the directors
presented him with an inscribed silver salver.

Newman Industries, Limited, announce that Mr.
E. R. A. Milne, am.ieee., Who was formerly an assis-
tant sales engineer in the Manchester area, has been
promoted to be branch manager for Scotland at their
Glasgow office, in charge of electric motor sales.

W hile going to catch a bus in Brighouse, last week,
a 76-year-old retired iron fettler, Mr. Allen Hodgson,
of 12, Woodlands Place, Birds Royd Lane, collapsed
and died. He had worked for 38 years at J. Blake-
borough & Sons, Limited, engineers and valve makers,
Brighouse, retiring in 1941.

Major E. C. Peckham, managing director of Meta-
lock (Britain), Limited, is now on the last lap of a
20,000-mile business tour. He visited ten countries,
including the United States and Canada, in February,
and last week flew to Lisbhon to complete some
discussions. The Metalock process of cold _repair .to
iron castings is being widely used by industrialists and
shipping companies all over the world.

Mr. W. Craig, who has served the Glasgow firm of
J. & E. Hall, Limited, refrigerating engineers, for half-
a-century, was honoured at the annual dinner to senior
employees on March 6, when he was presented with a
cheque by the deputy chairman of the company, Mr.
V. A. Patterson. Proposing the toast of “ The Glasgow
Works,” Mr. Arthur Greenfield spoke of the increas-
ing difficulty of getting work, with competition becom-
ing more keen.

Mr. Leslie Gamage, vice-chaiiman and joint manag-
ing director of the General Electric Company, Limited,
en route for Australia, will doubtless muse over some of
the many changes he can expect to find in his business
interests there since his last visit 15 years ago. In the
intervening years the British General Electric Company,
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Limited has expanded both its sales and manufacturing
interests in Australia. He will meet and discuss mutual
problems with Sir Harry Brown, chairman and joint
managing director of b.g.e., and Mr, E. Hirst, the com-
pany’s vice-chairman and joint managing director.

A business visitor to the Commonwealth is Mr.
R. Kent, sales director of George Kent, Limited, the
Luton industrial instrument manufacturers, who sailed
for Australia on March 1, accompanied by Mrs. Kent.
He is making an extensive tour of the company’s
branches and agents both in Australia and New Zealand,
and will return home by air via America. Allhough
this is Mr. Kent’s first visit to Australia, he has done a
great deal of foreign travelling on behalf of his firm,
including a year and a half with the South African
branch in Johannesburg before the war.

Obituary

Sir Colman Battie Walpole Rashleigh, chairman of
New Consolidated Mines of Cornwall, Limited, has
died at the age of 77.

Mr. R. S. Robinson, a partner in the former
engineering firm of Blake & Robinson, Limited, Sun-
derland, has died at the age of 62.

Mr. S. J. Ertis, who had been in charge of the
mechanical engineering laboratories at Birmingham
University for the past 32 years, died suddenly last
Friday.

Mr. John Kingsley Rooker, Who died in Paris
on February 28, was a director of A. Johnson &

Company (London), Limited, exporters and importers
of Swedish iron and steel, etc. He was 64.

Mr. Arthur Henry Peppercorn, Well-known loco-
motive designer, has died at Doncaster at the age
of 62. He retired in 1949 from his position as chief
mechanical engineer of the Doncaster Railway Works.

Mr. Lynas, who was secretary of John
Spencer & Sons, Limited (now John Spencer & Sons
(1928), Limited), before its iron and steel works at
Ncwburn (Northumberland) were closed in 1924, has
died at the age of 84.

Mr. James McNeal Allan, a former managing
director of the Sheffield and Penistone works of
Cammell, Laird & Company, Limited, died on Feb-
ruary 28. He was 91. Mr. Allan became managing
director in 1913, retiring from the position in 1928. He
was chairman of the Midland Railway Carriage &
Wagon Company, Limited, Birmingham.

Mr. Robert Fenwick Brigham, chairman and
managing director of Brigham & Cowan, Limited,
shiprepairers, of South Shields, has died at the age
of 87. He was one of the oldest ship-repairers in
Britain. He was also chairman of Brigham & Cowan
(Hull), Limited, and of the British Ar,c Welding Com-
pany (NEC), Limited. Mr. Brigham joined Brigham &
Cowan as managing director in 1898 after the death of
his father, Mr. T. E. Brigham. The company is stated
to be the oldest private family ship-repairing firm in
Britain. Mr. R. F. Brigham introduced arc welding to
Britain in 1910 when he bought patents from a German
firm and formed the British Arc Welding Company.
He was also a pioneer of the gas turbine.

Wills

E. C. E.. late chairman of Rolls-Royce.
and a director of John Brown & Com-
Clydebank, and other companies
Murray, Donata, late a director of Walkers, Parker
& Company, Limited, lead manufacturers, of
Newcastle-upon-Tyne, and of the Copkson Lead &
Antimony Company, Limited

smitnh, Capt.
Limited,

pany, Limited, £366,152

£38,335



News in Brief

It ms been decided to hold the next conference

of the Combustion Engineering Association in May,
1952.
Bradley Forge & Engineering Company, Limited

have extended their Abercorn brass foundry and installed
another H °n furnace for non-ferrous castings.

The Engineer and Foundryman has changed its
address to Rooms 402-5, Fourth Floor, Transvalia
House, 21, Stiemens Street, Braamfontein, Johannesburg.

The second annual summer school of production
engineering, organised by The Institution of Production
Engineers, will be held at the University College,
Durham, from August 29 to September 2.

An order for 900 brake blocks made of CY abrasion-
resisting alloy has been despatched to Holland by
Follsain Wycfiffe Foundries, Limited, Lutterworth, near
Rugby. This is the largest single export order to date
for these special brake blocks.

Tees trade returns for the month of January record
a decline of 80,000 tons in the imports of foreign ore
and a 17,000-ton drop in the imports of iron and steel
scrap. There were increased tonnages of chemicals
and manufactured iron and steel shipped overseas.

The assets of John Every (Lewes) Limited were
acquired by East Sussex Engineering Company, Limited,
on February 27. The nature of the business under-
taken will be of the same type as hitherto—that is
iron and brass founding, and constructional engineering.

A team, under the auspices of the Anglo-American
Council on Productivity, will shortly visit America to
study the relationship between universities and industry
in that country. The leader will be Dr. Dunsheath,
directorof Henley's Telegraph Works Company, and also
chairman of Convocation of the University of London.

Details of a project to harness the water power
resources of an area of 250 sq. miles in Sutherland were
announced in Edinburgh on Monday last by the North
of Scotland Hydro-Electric Board. Its estimated cost is
£8,000,000 and will involve the erection of one main
and six subsidiary power stations with a total capacity
of 44,000 kW.

T he managing director 0f T. & C. Clark & Company,
Limited, Shakespeare Foundry, Wolverhampton, Mr.
Howard Edwin Perry, celebrated his 80th birthday on
Tuesday of last week. On Wednesday night Mr. and
Mrs. Perry were entertained by the directors of the
firm to a staff dinner, when there were presentations
from directors and staff.

On behalf of the staff, Mr. J. W. Harrison, with 36
years’ service, handed to Mr. Perry an inscribed musical
cigarette box. The youngest member of the staff pre-
sented a bouquet to Mrs. Perry. On Thursday there
was u short ceremony at the works, during which one
of the oldest employees, Mr. S. Harris (34 years’ service),
on behalf of the workmates, presented Mr. Perry with a
table lighter.

Levelting of the 10-acre site at Barugh Green, near
Barnsley, has commenced in preparation for building
a new factory for Brook Motors, Limited. The payroll
at the existing factory at Barnsley now numbers over
400, and it is estimated that the new works will absorb
a further 600 people. It is hoped that the new building
will be completed by the end of this year.

Representatives of the British Electricity Authority
and consulting engineers have inspected a 132,000-volt
air-blast circuit-breaker built at Hebbum by A. Rey-
rolle & Company, Limited, for Barking power station.
Twenty-three circuit-breakers of this kind are to be in-
stalled at Barking. The company has orders for similar
equipment for a power station at Drakelow-on-Trent.
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A standard tariff for electricity supplies to industry
throughout south-west Scotland would probably come
into operation within the next 12 months, Mr. J. Gogan,
chief commercial officer of South-West Scotland Elec-
tricity Board, told a gathering of electrical engineers at
Paisley on March 6. He added that the tariff would
apply whether the industry was located in the wilds of
Lanarkshire or adjoining a distribution centre.

The Royal Society of Arts announce that the
Industrial Art Bursaries Competition organised by them
resulted in Mr. Ronald David Carter, a student at the
L.C.C. Central School of Arts and Crafts, and Mr.
Michael Fitzpatrick, on the staff of Radiation Group
Sales, Limited, Birmingham, winning £150 prizes, whilst
Mr. Colin Tonks, also of the Radiation Group Sales,
Limited, Birmingham, was commended in the Domestic
Solid-fuel-burning Appliances Section.

The United Kingdom Trade Commissioner at
Johannesburg has reported that the City Council of
Johannesburg are inviting tenders for the supply of
foundry equipment as follows:—One 18-in. dia. cupola,
complete with a fan or blower, motor and starter of
adequate capacity, and a complete set of loose refrac-
tory bricks; one gas-fired core-drying oven, 6 ft. by
3 ft. by 3 ft., with steel walls suitably insulated and with
thermostatic temperature control; one core-sand mixer
with a capacity of approximately 50 Ib. per batch, to be
motor-driven, and one core-extruding machine to pro-
duce cores from |-in. to 3-in. dia. rising by < in.
Tenders must reach the Town Clerk at the Municipal
Offices not later than 10 a.m. on April 5, 1951, and the
covering envelope should be marked “ Contract
No. 367—Foundry Equipment.” A copy of the tender
documents is available for inspection by representatives
of interested United Kingdom manufacturers at Com-
mercial Relations and Exports Department (Industries
Branch), Board of Trade, Thames House North (Room
1085), Millbank, S.W.l. (Reference c.r.e. (ib) 55651 /51.)

International Nickel Appointments

The new chairman of the International Nickel Com-
pany of Canada, Limited, is John F. Thompson, who
succeeds the late R. C. Stanley. President of the com-
pany since 1949, Dr. Thompson will combipe the duties
of both offices. He received his early training as a
mining engineer, and spent three years as assistant in
the metallurgical department of Columbia University
before joining I.N.Co. in 1906. His early work with
the company was concerned with research; later he
dealt with plant construction and technical activities.
In 1931 Drl Thompson was made a director and a mem-
ber of the executive committee and five years later he
was appointed executive vice-president.

Paul D. Mercia, the company’s executive vice-presi-
dent, has been elected a member of both the executive
committee and the) advisory committee. He joined the
company in 1919 as director of research and was
responsible for the development of numerous iron/
nickel and copper/nickel alloys.

Mr. R. L. Prain’s appointment to the board of
the International Nickel Company of Canada, Limited,
is announced. Mr. Prain, who is well known in mining
circles in London, is chairman of Rhodesian Selection
Trust, Limited, chairman and managing director of
Roan Antelope Copper Mines, Limited, chairman and
managing director of Mufulira Copper Mines, Limited,
chairman of the Anglo Metal Company, Limited, and
a director of the Climax Molybdenum Company of
Europe, Limited, in addition to holding directorships
of several other companies mainly connected with
mining.
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Reinstatement in Civil Employment
Act
By F. J. Tebbutt

the Reinstatement in. Civil Employment Act, 1950,
amplifies the provisions of the 1944 Act (now in the
National Service Act, 1948) and brings these into con-
formity with current matters, and although Korea was
the reason for the new Act, it has been constructed so
that it can apply to any other incident which might
arise (e.g., “ Z ” reserves).

This legislation of course places an obligation upon
employers to reinstate former employees in civil em-
ployment on discharge from the Forces. It should be
understood, however, that the Acts do not apply in
respect of Regular Servicemen the principle adopted
by the Government (vide Parliamentary statements)
being that when the State compels a man to leave his
civilian job and enter the services (i.e., Army, Navy,
Air Force) he is entitled to have his job back when
his compulsory period of service is finished. But when
a person volunteers for a regular engagement he has
chosen the Service as a career; but it should be noted
that some volunteers for temporary service are included
as will be seen. It might be useful to note that, as the
term “whole time service” is used in the Act and this
article, this means the two years to be served as a
National Service man, such men being required after-
wards to do “ part time service” (i.e. as a Terri-
torial) and has nothing to do with Regular engage-
ments.

National Servicemen during their “whole time ser-
vice” are already covered for reinstatement rights
under the older Acts, but this new Act (1950) brings
in more classes of persons such as: Reservists (officers
and other ranks) called up; persons who enlisted for
18 months for service in Korea; National Service men
whose “whole time service” was due to end before
October 1, 1950, and who volunteered (between July 15
and October 1, 1950) for another six months after their
“whole time service ” would have expired.

Any person within the categories as above, who may
have been returned to civil life (e.g., medically unfit
for service) before the passing of this 1950 Act (that
is. December 15, 1950) is, nevertheless, covered for
reinstatement, this new! Act providing for this.

Matters of Importance

The obligation upon employers is that the person on
return to civil life should be re-employed in the occu-
pation in which he was last employed before starting
Service and on terms and conditions not less favourable
to him than those which would have applied had he not
joined the Forces; if it is not “ reasonable and practic-
able ” for the person to be so re-employed the obliga-
tion is met by providing employment in the most
favourable occupation and on the most favourable
terms and conditions which are “reasonable and prac-
ticable ” as regards the. returned person.

The returned person is required to make application
to his former employer, which must be made during
the period beginning with the end of the applicant’s
service and ending with the third Monday after the
end thereof, and the employer must be informed when
he will be available to start work at a date not later
than 21 days from the latest application date allowed as
above. These dates (for the categories mentioned
above) are extensions beyond the period allowed ordi-
narily under the main National Service Acts, being an
extra period of seven days in each case.

Employment on re-engagement must continue for
26 weeks or for as much of the period as is “ reason-
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able and practicable ”; if the pre-Service employment
had been for at least 52 weeks, 52 weeks re-engagement
applies instead of 26 weeks, and on the other hand
if employed for only 13 weeks previously, only 13
weeks applies.

To determine questions between the parties, there
are Reinstatement Committees and if a Committee de-
cides that the employer is at fault as regards re-employ-
ment (decisions mostly turn on the term “reasonable
and practicable ”) an Order can be made requiring that
employment be found and/or an Order made requiring
compensation to be paid the returned person for any
loss suffered. But this is not to exceed the amount of
the remuneration which an employee, under the Act, is
entitled to receive.

Ministry of Labour Exhibition

The Ministry of Labour and National Service is
organising an exhibition on the theme “ Man-power:
The Human Factor in Industry,” It will be open for
approximately six months from May 18 at the
Ministry’s Safety, Health, and Welfare Museum in
Horseferry Road, Westminster, London, S.W.l. The
exhibition will point to the more important factors
in the efficient use of man-power to-day, and will
illustrate the achievements of this country in the field
of human relations in industry. The main sections of
the exhibition will deal with:—Vocational guidance
for young people; employment and advisory services;
training and apprenticeship schemes; training and re-
settlement of the disabled; industrial health; industrial
relations; joint consultation, and personnel management:
welfare, and safety in the factory.

Many interested organisations, including the British
Institute of Management, the Institute of Personnel
Management, the British Association for Commercial
and Industrial Education, the National Institute for the
Blind, the National Institute of Industrial Psychology,
the Industrial Welfare Society, the Royal Society for
the Prevention of Accidents, the British Council for
Rehabilitation, the Council' of Industrial Design, and
the International Labour Office, are co-operating with
the Ministry and other _Government departments in
staging the various sections of the exhibition. Ad-
mission will be free, and the exhibition will be open
from 10 o.m. to 6 p.m. daily, Monday to Saturday.

Monopolies and Restrictive Practices

The second annual report by the Board of Trade on
the working of the Monopolies and Restrictive Practices
(Inquiry and Control) Act, 1948, reveals that several
new subjects have been referred to the Mono-
polies Commission. The report is one made annually
by the Board of Trade. Reports by the Monopolies
Commission itself deal with subjects referred to it, and
appear as and when investigations are completed. Its
first report (on the supply- of dental goods) was pub-
lished last December, and a report on the supply of
cast-iron rainwater goods is expected in a few weeks'
time.

The Board of Trade reports progress with inquiries
into the manufacture of electrical filament lamps,
insulated wires and cables, and machinery for making
matches. Reports are expected to be submitted this
year. New matters referred to the commission include
the supply and export of certain semi-manufactured
products of copper and copper-based alloys. The Board
of Trade is asking only for investigation into the facts.
The main interest in that subject, it is stated, “ may be
found to lie in the study of an international agreement
which is known to be in operation.”
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Bulk Electricity Supply Charges

The cost of electricity to the Area Electricity Boards
will be increased as from April 1, on which date a
revised tariff will come into force which is estimated to
increase the overall cost of bulk supplies by approxi-
mately 2 per cent., although the effect on individual
boards will vary. This increase is exclusive of the effect
of the recent rise of 4s. 2d. per ton in the price of coal.

The tariff incorporates a fixed charge per kilowatt of
maximum demand and a running charge per unit con-
sumed. It will apply on a uniform basis to all area
boards, subject only to regional fuel cost adjustments.
The kilowatt demand charge has been raised by 7s. 6d.
per kw. from £3 15s. to £4 2s. 6d. On the other hand,
the running charge of the new tariff has been reduced
from 0.335d. to 0.33d. per unit—reflecting economies in
operating costs resulting from new and more efficient
plant—and is subject to a coal price adjustment of
0.0007d. per Id. variation in the price of fuel in the re-
spective areas from a basic figure of 38s. per ton.

The British Electricity Authority states that the
raising of the kilowatt demand charge is made necessary
by a change in the basis of assessment, the rising capital
charges on new plant and equipment, and other in-
creased costs, and the decision of the authority to build
up its statutory central reserve fund out of its own
revenues instead of relying only on contributions from
the area boards as hitherto.

The chargeable demand will be the simultaneous
maximum demand of an area board on the authority
instead of, as formerly, the two years’ average of the
aggregate maximum demands at all points of supply
in the respective areas. As in the case of the tariff
for 1950-51, the maximum demand will be measured on
working days during the daytime, i.e., between 7.0 a.m.
and 7.0 p.m. from Monday to Friday and 7.0 a.m. to
noon on Saturday. If the demand so measured is ex-
ceeded by the demand at other times, the excess will be
charged for at the rate of one-third of the demand
chaige. This is designed to encourage the development
of night and week-end loads and thus improve the
national load factor.

English Electric’s Prospects

In recommending a final dividend of 11 per cent,
on the ordinary stock, the directors of the English
Electric Company, Limited, state that they have had
regard to the fact that as a result of the extension
and improvements of its manufacturing facilities pro-
vided in recent years, both the company’s output and
earnings from its normal business are amply sufficient
to support this rate of dividend in normal trading con-
ditions in the foreseeable future.

The final dividend of 11 per cent, makes a total
for the year of 15 per cent., which compares with a
final dividend of 6 per cent., making a total of 10 per
cent., last year.

Course in Theoretical Metallurgy

A course of about nine lectures is to be given in the
Technical College, Bradford, commencing on Thurs-
day, May 10,- 1951. The lectures will be given by Mr.

E. W. Fell, Mr. W. R. Moore, and Mr. R. B. Bentley.

The aim of the course is to present some recent advances
in theoretical metallurgy, with particular reference to
their practical applications. The course is designed par-
ticularly for practising metallurgists and advanced
students, and will provide an opportunity to keep abreast
with modern developments and their practical applica-
tion. Details can be obtained by writing to the prin-
cipal of the college.
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Development of Industrial Health
Services

The committee of inquiry on the industrial health
services, which was appointed by the Prime Minister
in June, 1949, published its report on March 5. In
general, it finds that there is no overlapping between
the industrial and the general health services, recom-
mends that the development of the services should be
encouraged, and proposes the formation of a standing
joint committee to co-ordinate the two services. About
230 doctors are engaged whole-time on factory work,
and, including whole-time doctors, there are 1,789
appointed factory doctors and 1,287 other doctors
taking part in factory medical services. There are also
believed to be about 2,600 State registered nurses and
1,400 other nursing staff employed in factories.

The committee emphasises the value of the industrial
health services to the population as a whole as well
as to the workers, adding: “ Great Britain is an in-
dustrial nation and dependent on her industries being
maintained at the highest pitch of .efficiency. Our
present economic position merely emphasises this fact.
The nation cannot afford to ignore the contribution
which industrial health services make to industrial
efficiency and productivity.”

The encouragement of the voluntary provision of
these services is stressed as being particularly important,
and the committee recommends that the usual inter-
departmental consultation on day-to-day matters should
be supplemented by a standing joint advisory committee
with strong medical representation, consisting of repre-
sentatives of the Government departments concerned as
well as those of employers and workers.

Before health supervision beyond the minimum
already provided can be extended on even a moderate
scale in small factories, there will have to be a con-

siderable increase in the medical and nursing man-
power available. Meanwhile the report states, any
detailed planning of a nation-wide scheme remains

largely academic.

Glasgow University Honours

During the celebrations in June to mark, the 500th
anniversary of the founding of Glasgow University,
honorary degrees will be conferred on a number of
people outstanding in their various fields.

Among those who will receive the honorary degree
of Doctor of Law are:—Sir John Douglas Cockcroft.
FRS, Director of the Harwell Atomic Energy Research
Establishment; Sir John Craig, chairman and joint
managing director of Colvilles, Limited, and chairman
and director of many other steel and allied companies;
Sir Richard Vynne Southwell, FRS, formerly Rector
of the Imperial College of Science and Technology,
South Kensington; Sir Victor Dunn Warren, Lord
Provost of Glasgow since 1949, who was appointed
regional manager for Scotland and Northern Ireland
for Imperial Chemical Industries, Limited, in the same
year.

Distinguished persons from oversea to be similarly
honoured include:—N eils Hendrik David Bohr, Pro-
fessor of Theoretical Physics, Copenhagen University;
Hugo Rudolph Kruyt, Professor of Physical Chemis-
try, Utrecht University; Ernest Orlando Laurence,
Professor of Physics. California University; Leopold
Stephan Ruzicka, Professor of Chemistry, Zurich
University; Stephen  Timoshenko, Professor of
Mechanics, Stanford University.
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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 STANTO N

free-running Iron, builders' hardware and other

thin castings. FOUNDRY PSD IRON

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.
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Exemptions from Copper and Zinc

Prohibitions

Our March 1 issue contained details of the prohibi-
tion of the use of copper, zinc, and their alloys in the
manufacture of certain goods. Arrangements have now
been made for certain exemptions from this prohibition
—particularly for goods for export.

Applications to manufacture for export goods on
the prohibited list should be made by the manufacturer
who is himself either an established exporter of the
goods or who seeks permission to produce Jhe goods
to the order of an established exporter.

Applications for licences to manufacture should be
made in writing to the regional offices of the Board of
Trade or of the Ministry of Supply, depending under
whicL Order the goods concerned are included.

The Orders are:—The Copper and Zinc Prohibited
Uses (Board of Trade) Order (SI No. 275, 1951), made
by the Board of Trade for those articles for which it
is the sponsoring department, and the Copper and Zinc
Prohibited Uses (Ministry of Supply) Order (SI No.
277, 1951), made by the Ministry of Supply for all
other articles.

Basis of Applications

Applications must normally satisfy the following
tests:—(a) The export value (f.0.b.) of the finished
goods, as compared with the value of the contained
copper, brass, zinc, or their alloys shows a conversion
factor of: (i) at least 15 times in the case of exports to
the dollar area and Sterling Commonwealth countries;
(ii) at least 50 times in the case of exports to other
markets; (b) it is established, by past trade, definite
inquiries, or from orders, that sales of the goods can
be made and that the opportunities in the market are
not purely temporary due to scarcity of metal in the
importing country. Applicants may be required subse-
quently to produce evidence that the permitted goods
have been exported to the market specified on the
licence; (c) it is known that import licences, where
these are required, will be granted for the goods.

While these rules will normally be applied, applica-
tions will have individual consideration and in the case
of exports to North America there may be applications
which, although not satisfying these tests, may be
granted by reason of special considerations justifying
exceptional treatment.

The issue of licences wilL also be considered for the
following purposes:—(1) For Government orders; (2)
for articles for special purposes—for example, for
ships or for purposes where anti-corrosive material is a
necessity either in the United Kingdom or in, for
example, tropical countries; (3) for articles in which
very small amounts of metal are needed for essential
parts of articles—for example, functional parts such as
gear wheels; (4) for the use, after June 30, 1951, of
stocks of metal in a fabricated or partly processed state
acquired by the manufacturer before March 1, 1951.
Manufacturers, whether they wish to apply now, or
expect to apply later, should as soon as’possible send
a statement of the quantity of metal in their possession
in this form on March 1, 1951, or at a current date;
§5)' Lor;j metal for work in progress which is not quite
inished.

Two UK manufacturers, Sulzer Bros. (London),
Limited, and Crompton Parkinson, Limited, Chelms-
ford, are sharing in an order for 20 350 b.h.p. Diesel-
electric shunting locomotives for the Spanish National
Railways. Of the 20 oil engines, 16 are to the supplied
by Sulzer Bros., while the,complete electrical equip-
ment for all 20 locomotives will be built by Crompton
Parkinson.
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Metals Scarcity to be More Acute?

The three-day Dollar Convention at Eastbourne
ended on Saturday week, on which day Mr. G. R.
Strauss, Minister of Supply, warned the delegates that
the scarcity of some metals might become worse, bring-
ing the possibility of full control of their distribution.
He said that this was the background to the formation
of a distribution policy, without which chaos would
ensue and scarce materials would be diverted from
manufacture of essential products to those of less im-
portance, with serious effects on our ability to defend
ourselves and on the national economy.

The Minister said that in tackling the problem of
how to secure balanced distribution of metal, the
Government had chosen to rely on industry to do the
job itself under general guidance.

Mr. Strauss explained that first-line users, in the
light of their knowledge of the purpose for which
their customers wanted the metal, had been left to
apportion materials in such a way as to give due prefer-
ence to important objectives such as dollar exports.
This arrangement was supplemented by machinery for
dealing with the anomalies and unforeseen difficulties
that were bound to arise. But, he emphasised, if this
system broke down, perhaps because supplies became
even scarcer, or stocks in consumers’ hands got lower,
then fhe Government would have to take more drastic
steps.

“We shall have to eliminate further less important
uscs. And ff, for a particular metal, that is still insuffi-
cient, we shall have no alternative but to apply a fully
detailed control.”

He pointed out that there would be problems on
certain types of steel, such as alloy steels, arising from
the high demand for rearmament and the shortage of
ferro-alloys, which would involve drastic reductions in
the use of nickel for stainless steel and for electro-
plating.

There was a slightly better prospect for aluminium
—enough had been secured to cover essential current
and future needs. Nevertheless, to meet defence
requirements, it would be necessary to impose some
restrictions on the use of light metal for various less
essential purposes. Proposals had been put forward by
the aluminium industry, he said, offering a practical
basis for a distribution scheme to be administered by
the industry itself under Government guidance.

Thorn Electrical Industries, Limited, has vaUired
the whole of the ordinary share capital of Smart &
Brown (Engineers), Limited, whose factory is situated
at Spennymoor (Co. Durham).

In addition to recommending payment of a final
dividend of 7i per cent., making 12i per cent, for 1950
(same as for the previous year), Radiation, Limited,
proposes to pay a bonus of 2J- per cent. The last bonus
was paid for 1937.

At the Annual General Meeting of the Institute
of Metals this week, Professor A. J. Murphy was
inducted to the presidential chair. Dr. C. J. Smithells
was elected senior vice-president and Mr. A. B. Graham
and Mr. P. V. Hunter. C.B.E., as junior vice-presidents.
At the luncheon on Tuesday, Mr. Christopher Smith,
F.I.M., was presented with the W. H. A. Robertson
Medal and the Walter Rosenhain Medal was awarded
to Professor G. V. Raynor.

An order worth £20,000 has been received from
Italy by the Distington Engineering Company, Limited,
Workington, for 15 shaker conveyor drives. Orders for
similar equipment have been executed by the company
for Poland, Holland, Australia, and New Zealand.
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Raw Material Markets

Iron and Steel

The present stringency in supplies of all grades of
pig-iron does not augur well for future outputs at the
foundries. Unless improved deliveries are forthcoming
production of castings will fall considerably below
the record outputs achieved last year. In many in-
stances, the rate of production exceeds the quantity of
pig-iron coming to hand, the difference being accounted
for by the use of stocks, which compensate for re-
duced deliveries. This procedure cannot be continued
indefinitely. Stocks are dwindling rapidly and when
the foundries have to rely on current deliveries, it is
feared that production will suffer, unless, of course,
circumstances arise to effect an improvement in sup-
plies.

Many of the small foundries are devoid of stock
and are being severely incommoded by delays in de-
liveries. For various reasons consignments are being
held up en route. Some receiving stations in the Mid-
lands have been closed for traffic for weeks on end,
due, it is understood, to congestion on the railways.
The position is now being relieved to some extent, but
without some reserve of pig-iron the resultant delay in
receipt of supplies would have been disastrous for
many foundries.

The engineering foundries continue to be very well
placed for business, .and fresh orders are quickly
forthcoming to replace completed contracts. Apart from
the large quantities of castings required by home con-
sumers, they are heavily committed on work for the
export market. Outputs of low- and medium-phos-
phorus iron are fully absorbed, and all available ton-
nages of hematite, refined iron, and Scotch foundry iron
are readily accepted. There is very little improvement
in deliveries of hematite, as producers are still unable to
obtain the required supplies of ore to enable the fur-
naces are on a reduced scale. With a combination of
new furnaces cannot be blown in. The shortage of
coke also impairs production.

The jobbing and light foundries are obtaining outputs
commensurate with the tonnage of pig-iron they can
secure. They are finding the supply of high-phosphorus
pig-iron very difficult. Allocations made by the fur-
naces are on a reduced scale, with a combination of
stocks and current deliveries of pig-iron, the foundries
have been able to maintain fairly good outputs, but
the forward outlook is not very bright.

Forwardings of foundry coke have shown much
improvement, but delays in transit have resulted in
many foundries being in difficulties, and.road haulage
has been resorted to in some instances.

The demand for cupola scrap is keen, and foundries
have difficulty in securing suitable parcels, particu-
larly of heavy cast-iron scrap.

Non-ferrous Metals

The details of stocks and consumption in respect of
the month of January have been published by the
British Bureau of Non-ferrous Metal Statistics. In
conper, it was reported that consumption amounted to
50,709 tons, of which 31,965 tons were virgin copper
and 18.744 tons secondary. The January total was
nearly 7,000 tons more than December. Our stocks
of copper at the end of January stood at 101,457 tons,
about 3.000 tons down on the total at December 31
Consumption of zinc, all grades, amounted to 24.864
tons, compared with 24.338 tons in. December. Stocks
of virgin zinc in. the United Kingdom at January 31
were 36,186 tons. Consumption of lead during January
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was heavy at 31,948 tons and might be taken to
suggest that users feared the onset of the 10 per cent,
cut which became effective on February 1. Stocks of
virgin lead fell by more' than 7,000 tons to 54,591
tons. These figures are certainly encouraging and were
we sure that succeeding months would approach the
same level then 1951 would rank as a good year. Un-
fortunately, this is not likely to be the case for the
cut in copper, effective from January 1, and the reduc-
tion in lead supplies made a month later must tell
their tale. Zinc, of course, has been rationed since
October 1 last.

The announcement that stockpiling of tin was to
cease in the United States came as a shock to the
market last week and values plunged heavily Ilast
Thursday on receipt of the news. At the end of the
week the tone was steadier. It is hard to say how far
the reaction in tin will go. At the top the market
reached £1,615, having climbed about £1.000 from the
price ruling before the Korean war. The Americans
have said they will not buy for the stockpile till the
price is reasonable. What, in fact, is a reasonable
price? Costs of production are certainly up and
perhaps £1,000 per ton might be considered a figure
likely to keep production going at a proper level.

Metal Exchange official tin quotations were as follow:

Cash—Thursday, £1.210 to £1,225; Friday, £1,215 to
£1.225; Monday. £1.240 to £1,260; Tuesday, £1,250 to
£1,270; Wednesday, £1,305 to £1,315.

Three Mouths—Thursday, £1.095 to £1,105; Friday,
£1.090 to £1,100; Monday, £1,105 to £1.110: Tuesday,
£1,095 to £1,100; Wednesday, £1,115 to £1,125.

Last Monday the Aluminium Scrap Order came into
force and prices of secondary aluminium as well as
aluminium alloy are now fixed at maximum levels. At
the time of writing, there is still no news of the
amended Order covering copper, zinc, andllead secon-
daries and scrap. Business is on a small scale, but last
week saw a slight improvement. Consumers are be-
lieved to be very short of secondary metal.

Maximum Prices for Aluminium Scrap

The Aluminium Scrap Prices Order (SI 1951, No.
391), made by the Minister of Supply, after consulta-
tion with the trade, came into operation on Monday.
Over the past few months scrap prices have soared; in
certain cases they have exceeded the price of virgin
ingots. The effect has been to encourage speculation,
and to create an unstable state of affairs which was
threatening the structure of the secondary aluminium
producing industry, at a time when the demand for
secondary metal to meet the rearmament programme
and other essential requirements was rapidlv increasing.

The fixed maximum prices per ton, delivered, ex
works (delivered buyers" address in parentheses) are:—
New pure aluminium scrap (excluding foil scrap), £96
(£105); oil rolled pure aluminium scrap (excluding foil
scrap), £86 (£95); clean aluminium alloy scrap7 £81
(£90); aluminium turnings, £59 (£70).

The Order provides a formula for fixing the maxi-
mum prices of any types of aluminium scrap not in-
cluded in the list. All prices are subject to abatement
for inferior quality or lack of cleanliness, and an addi-
tional 2s. 6d. per bag has been allowed for bagging.
The Order requires records to be maintained of all
scrap transactions, describing the material sold and
the price charged. The Order contains an exemption
for scrap situated outside the UK. There is also an
exemption for scrap intended for export; but alumi-
nium scrap is subject to export control and licences are
not normally granted.
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Current Prices of Iron, Steel, and Non-ferrous Metals

(Delivered, unit» otherwi» slated)

March 14, 1951

PIG-IRON

Foundry Iron.—No. 3 Ibon, Ciass 2:— Middlesbrough,
¢10 17s. 9d.; Birmingham, ¢10 13s.

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

Seoteh Iron.—No. 3 foundry, (12 7s. 9d., d/d Grange-
mouth.

Cylinder and Refined lrons.—North Zone, (13 7s. 6d. ;
South Zone, 413 10s.

Refined Malleable.—P, 0.10 per cent. max.—North Zone,
¢13 17s. 6d.; South Zone, ;14.
Cold Blast.—South Staffs, ;16 10s. 6d.

Hematite.—Si up to 21 per cent., S. & P. over0.03 to 0.05
per cent. —N.-E. Coast and N.-W. Coast of England,
¢12 7s. 6d.; Scotland, ;12 14s.; Sheffield, (13 2s. 6d.;
Birmingham, /13 9s.; Wales (Welsh iron), (12 7s. 6d.

Spiegeleisen.—20 per cent. Mn, ;18 3s.
Basle Pig-lron.—;10 19s. all districts.

FERRO-ALLOYS

(Per ton unless otherwise staled, delivered.)
Ferro-sllicon (6-ton lots).—40/55 per cent.,, (37 15s.,
basis 45% Si, scale 14s. per unit; 70/84 per cent., £52,
basis 75% Si, scale 14s. 6d. per unit.
Ferro-vanadlum.—50/60 per cent., 15s. per Ib. of V.

Ferro-molybdenum.—65/75 per cent., carbon-free, 8s. 9d.
per Ib. of Mo.

Fetro-tltanium .—20/25 per cent., carbon-free, (167; ditto,
copper free, £183.

Ferro-tungsten.—80/85 per cent., 41s. per Ib. of W.

Tungsten Metal Powder.—98/99 per cent., 43s. per Ib.
of W.

Ferro-chrome (6-ton lots).—4/6 per cent. C, 66, basis 60%
Cr, scale 22s. per unit; 6/8 per cent. C, £61, basis 60% Cr,
scale 21s. per unit; max. 2 per cent. C. Is. 6|d. per Ib.
Cr; max. 1 per cent. C, Is. 7]d. per Ib. Cr; max. 0.15 per
cent. C Is. 8d. per Ib. Cr; max. 0.10 per oent. C, Is. 8}d.
per Ib. Cr.

Cobalt.—98/99 per cent., 17s. 6d. per Ib.

Metallic Chromium.—98/99 per cent., 5s. 9d. per Ib.

Ferro-manganese (blast-furnace). — 78 per oent.,
£32 3s. 7d.
Metallic Manganese.—96/98 per cent.,, carbon-free,

£215 per ton.

SEMI-FINISHED STEEL
Re-rolling Billets, Blooms, and Slabs.—Ba3io : Soft, u.t.,

(17 4s. ; tested, up to 0.25 per cent. C (100-ton lots),
¢17 9s." hard (0.42 to 0.60 per oent. C), (19 4s.;
silioo-manganese, (24 6s. 6d.; free-cutting, (20 9s.

Sibmsns Martin Acid: Up to 0.25 per cent. C, (22 11s. 6d.;
case-hardening, ¢23 9s. ; silioo-manganese, (26 14s.

Billets, Blooms, and Slabs for Forging and Stamping.—
Basie, soft, up to 0.25 per cent. C, (20 4s. ; basic, hard,
over 0.41 up to 0.60 per cent. C, ¢21 9s.; acid, up to
0J25 per oent. 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
platos (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, 5in. 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.;
nickel-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 Sre-refined,

£201 108.; fire-refined of not less than 99.7 per cent.,
£201 ; ditto, 99.2 per cent.,, £200 10s.; black hot-rolled
wire rods, £211 12s. 6d.

Tin.—Cash, £1,305 to £1,315; three months, £1,115 to
£1,125 ; settlement, £1,305.

Zine.—G.0.B. (foreign) (duty paid), £151; ditto
(domestic), £151; “Primo Western,” £151; electrolytio,

£155; not less than 99.99 per cent., £157.

Lead.—Good soft pig-lead (foreign) (duty paid), £136;
ditto (Empire and domestic), £136 ; “ English,” £137 10s.

Zine Sheets, etc.—Sheets, 10g. 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,

English, 99 per cent., £360;
£73 10s. to £74 ; nickel, £406.

ingots, £124; antimony,
quicksilver, ex warehouse,

Brass.—Solid-drawn tubes, 21£d. per Ib.; rods, drawn,
29]d. ; sheets to 10 w.g., 26fd.; wire, 27]d.; rolled metal,
25Jd.

Copper Tubes, etc.—Solid-drawn tubes, 23Jd. per |Ib.
wire, 226s. 6d. per cwt. basis; 20 s.w.g., 264s. per owt.

Gunmetal.—Ingots to BS. 1400—LG2—1 (85/5/6/6),
— BS. 1400—LG3—1 (86/7/5/2), — ; BS.
1400—G 1—1 (88/10/2), — ; Admiralty GM
(88/10/2), virgin quality, — , per ton, delivered.

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

Phosphor Bronze.—Strip, 37d. perlb.; sheetsto 10w.g.,
39~d.; wire, 40id.; rods, 36]d.; tubes, 42d.; chill oast
bars: solids, —, oored, —. (C. Clifford & Sox*,
Limitrd.)

Nickel Silver, etc.—Ingots for raising, 2s. 3]d. perlb. (7%)
to 3s. 2Jd. (30%); rolled metal, 3 in. to 9 in. wide x
.056, 2s. 9]d. (7%) to 3s. 8Jd. (30%); to 12 in. wide x
.056, 2s. 91d. to 3s. 8]d. ; to 25 in. wide x .056, 2s. lI"d.
to 3s. 10|d. Spoon and fork metal, unsheared, 2s. 6}d. to
3s. 5Jd. Wire, 10g., in ooils, 3s. 3d. (10%) to 4* 2Jd.
(30%). Special quality turning rod, 10%, 3s. 2d.;
15%, 3s. 6Jd.; 18%, 3s. lid. All prices are net.
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Forthcoming Events

MARCH 16
M anchesterAssoclatlon of Engineers
Annual General Meeting, followed by “ Design in Relation
to Manufacture,” by C. A. Sparkes, m.i.mech.e., 6.30 p.m .,
at the Engineers’ Club, Albert Square, Manchester, 2.
MARCH 17

Institute of British Foundrymen

West Hiding oj Yorkshire Branch:—" Some Notable Alu-
minium Castings,” by A. R. Martin, 630 p.m., at the
Technical College, Bradford.

MARCH 19

Institution of Production Engineers

Manchester Section Annual General Meeting, followed by
" Foremanship,” by A. P. Young, o.b.e, 7.30p.m., atthe
College of Technology, Sackvilie Street, Manchester.

North-Eastern Section Annual General Mectimg, followed by
a Film Show, 7 p.m., at the Neville Hall, Westgate Road,
Newcastle-upon-Tyne, 1.

MARCH 20
Institute of British Foundrymen
Coventry Students’ S ection Foundry Layout

ment,” by J. D. Berry, 7.15 p.m., in Room
Coventry Technical College.

and Equip-
A.5at the

Institute of Metals
South Wales Local Section

by films of
University College,

Annual General Meeting, followed
metallurgical interest, 6.30 p.m., at the
Singleton Park, Swansea.

East Midlands Metallurgical Society

” Research in Deep Drawing,” by Prof. Il. Swift, d.sc.,
7 p.m., at Chesterfield Technical College.
LOW PHOSPHORUS
REFINED & CYLINDER
HEMATITE P I
MALLEABLE
DERBYSHIRE
NORTHAMPTONSHIRE
SWEDISH CHARCOAL
Ave»”
vy *

And at:—

BIRMINGHAM, 2. LIVERPOOL, 2.
39, Corporation St.,13, Rumford St.,
Midland 3375/6 Central 1558
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Institution of Works Managers

Leicester Branch ‘* Management Research, with Particular
Reference to Work Study and Job Evaluatlon by Prof.
T. U. Mathew, 7 pjn., at B.T.H. Company, Limited,

Rugby.
MARCH 21
Institution of Production Engineers

Birmingham Section Annual General Meeting and Address

by the Section President, 7 p.m., at the James W att
Memorial Institute, Great Charles Street, Birmingham, 3.
Institute of Industrial Supervisors
West Bromwich Section“ Some Aspects of the Operation
of Production Control,” by A. J. Smith, 745 p.m., at the
Grammar School, West Bromwich.
Institute of Vitreous Enamellers
Northern Section Paper by Mr. Poole, of Keighley
Laboratories (details from the hon. secretary).

MARCH 22

Institute of Industrial Supervisors

Newark-on-Trent Section :—*“ Modern Foremanship,” by H. R.
llarbott, 7.30 p.m., at the County Technical College,
Newark.

Purchasing Officers’ Association

North oj Ireland G roup Films—" Sleelmaking ” and
* Mitia,” by Thus. Firth & John Brown, Limited, 7.30 p.m.,
at Queen's Hotel, Victoria Street, Belfast.

South Wales Branch Purchasing Practice” bwv H. "Golding,

7.00 p.m., at the King’s Head Hotel, Newport, Mon.
MARCH 24
Institute of British Foundrymen

Annual General Meet-
3 p.m., at the Grand

Bristol and West of England Branch
ing and Short Paper Prize Scheme,
Hotel. Broad Street, Bristol.

R O N

Ro
<O

ree A stta**

n FERRO SILICON 12/14%
ALLOYS & BRIQUETTES
N.F. METALS & ALLOYS
LIMESTONE
CANISTER

GLASGOwW, C.2.
93, Hope
Central 9969

MOULDING SAND
REFRACTORIES

Street,



NOTICE

Numbers to be
Trade
Street,

Replies to Box
addressed to “ Foundry
Journal,” 49, Wellington

London, W .C.2.

SITUATIONS WANTED

FOUNDRY
1  (moulder),
position as S

FOREMAN, ago. 39
City & Guilds, desires
UPERINTENDENT or

MANAGER, Experience machine tool,
marine engineering and jobbing cast-
ings. Grecnsand, drysand, loam, 200 tons
week. Mechanisation, sand control,
furnaces, etc.—Box 676, Foundry Trade

Journal

TIOUNDRYMAN/METALLURGIST (41),
lhoroughly conversant castings pro-
duction, seeks position as FOUNDRY
MANAGER. Grey or wiiiteheart malle-
able; mechanisation; good disciplinarian.—

Box 694, Trade
I TREOUS

V MANAGER. New appointment

desired by advertiser who has first-class

knowledge of both technical and practical

application of enamels' for the domestic

field from frit making to the finished ware,

Foundry Journal.

ENAMELLING

also extensive knowledge of the sign
trade, including Bcreen work. Capable
organiser of mixed labour.—Box 648,

Foundry Trade Journal.

OBBING FLOOR MOULDER (age 30),
City Guilds, Associate |.B.F., and

6 years' patternmaking experience, seeks
iKjsition with prospects. Tees-side area
preferred—Box 746, Foundry Trade

Journal.

XPERIENCED Foundry Production
E and Technical MANAGER, interested
in developing grey iron foundry in modem
production and ~ metallurgical practice.
Also in building up Sales, particularly
for high-duty castings. Would take
financial interest in foundry, preferably
in South, wanting to develop on theso

lines.—Box 744, Foundry Trade Journal.

oundry manager (4i), a.m.i.b.f.,
desires change. 25 years' practical
and executive experience in production of

grey iron castings  for engineering,
machine tool and motor trade, also
builders' castings. Wide experience
mechanised plants. Methods, design,
patternmaking wood, metal, plaBter, etc.
Practical and technically trained. Sheffield
area preferred. Would consider position

as Representative.—Box 722,

Foundry

Trade Journal.
DVERTISER seeks Representation in
London and surrounding Counties

area for progressive Iron Foundry. Good
connection available with grades of work
suitable for a foundry producing jobbing,
repetition and loam work in normal and
high duty cast irons. Contacts established
are with leading engineering companies
in the above area. Object is to create, on
a commission basis, a steady trade of
mutual benefit to both parties. Advertiser

has had experience of running an iron
foundry producing the above range of
work and is conversant with up-to-date

prices.—Box 684, Foundry Trade Journal

FOUNDRY TRADE JOURNAL MARCH 15, 1951

SITUATIONS VACANT SITUATIONS VACAN T - Corrid.

ANTED. - ALUMINIUM FLOOR
Vy MOULDERS, for Foundry in South KILLED MOULDERS, PATTERN
Midlands area. Piece Work Rates.—Write, MAKERS, PLATERS, TURNERS,
giving age, experience, to Box 714, BORERS, etc.,, required by oDistinoton
Foundry Trade Journal. Engineering Co., Ltd., Workington,
Cumberland. For further details apply to
. tho Labour Manager.
xperienced cupola man
wanted for Iron Foundry. S.E.
London area. Good wages and prospects.—
BoX 718, Foundry Trade Journal. HIRST-CLASS M etal PATTERN -
I MAKER required; previous experi-
N experienced FOUNDRY MANAGER ©nce with bench, floor and machine
A required for Light/Medium Foundry patterns essential. Knowledge of stove
and grate trade an advantage. Prospects

in Lancashire producing 200 tons finished

castings weekly. Experience of mechanised of early advancement to suitable applicant

H : ho can work on own initiative.—Apply
plants essential. Good house available. W
Salary £1,000 to £1,200, according to ex- ?I'ri‘attoynvmss‘tafostd” Sunbeam Grate Works,
perience. Non-contributory pension scheme p ! '
in force.—Applications in confidence,
stating previous experience and qualifica-
tions, to Box 682, Foundry Trade RAVEN BROTHERS * (MAN-
Journal. CHESTER), LTD., require immedi-

ately FOREMAN COREMAKER, to take

ANAGER (40/45) wanted for Machine charge of a largo Core Shop producing
Shop and Grey Iron Foundry on cores for Machine Tool castings up to
Tyneside. Combined staff 60/70. General 30 tons in weight in straight sand aud oil
sand mixtures. Candidates must have

engineering with foundry products in loam,
dry and green saud. 20 tons per week,
partly mechanised. Pension scheme.—Full

first-class experience in producing cores in
the most expeditious manner.—Apply to
W orks, Reddish, Stockport,

Vauxuall

Seta”:’ $xpinelnce, eltc" to Box 702, either personally or by letter, stating ago
eundry frade fournals and experience.
8TEEL FOUNDRY in Yorkshire

A

requires am experienced FOREMAN,

A b i s ith somo practical
to tako charge of machine moulding: The etallurgist, with so s
applicant should possess initiative and a Mastien)(pe(;'re"g;ndmCazlllijnm'"“ﬁemui?e'gv'ta);
sense of organisation, together with the ASSISTAgNT to Foundr gS'u er?ntendent
ability to train and control green labour. =>° 00 W 'ty ’:t' :
Technical knowledge is secondary to these, dor i est area.—Wwrite, dS a 'Tg age,
and on completion of a satisfactory period € gca:jlog, e7x5;;er|§nce, an salary re-
of 6 months housing accommodation will 9Y!T€d. BOX v Floundry Trade Journal.
bo found. The salary offered is £600 per
annum.—W rite, giving details of ago, ox-
perience and references, Box 688, Foundry ARGE Foundry in Midlands, pro-
Trade Journal. ducing Light Castings for vitreous
enamelling, require a FOUNDRY SUPER-
ORKS ENGINEER. - Midland INTENDENdT, wkith ILéght fCastinﬁs ex-
concern of Metal Manufacturers PEri€Nce and a knowledge of mechanisa-
have vacancy for experienced adaptall')q%' Must bo capable of taking com-
Works Engineer (30/45), with first-class plete charge of Foundries, including
qualifications (degree or equal) to direct {-‘hallern_ ﬁrt“)p' Exc:llelnt ijﬁo”unf'.lé’ for
plant, furnace and building maintcn- st:ting”gago meaxnp';ieggey and (;(;Talryen?g:
ence and development, including control ired, 0 BOX 750,  Foundry Traae

of personnel—considerable responsibility

urnalt

entailed. Good prospects for right man.—

Apply, stating experience and salary re-

quired, to the secretary, The Wolver-

hampton Metal Co., Ltd., Wedncsfield ssistant foundry manager

Staffs. A required for largo Foundry in South
Wales, comprising mechanised, plate
moulding aud jobbing sections. Practical

STEEL FOUNDRY in Yorkshire

requires a FOREMAN to tako charge and technical experience in post of similar

A

! nature is essential.—Applications in con-
of the loose pattern section of tho foundry. fidence, giving age, qualifications, experi-
The applicant must have experience of o 0 2,4 salary required, to Box 732
loose pattern production up to a casting "7 ST TR TR ’ !
weight of 5 tons, and possess initiative to
develop productivity. After a satisfactory-
period of 6 months housing accommoda-
tion will be found. Tho salary offered is NGINEER required for large

£550 per annum.—W rite, giving full details
of age and experience to date, with avail-

Mechanised Foundry in South Wales.
Must have had practical

able references, BOX 686, Foundary Trade ence in similar position and bo capable of
Journat. taking complete control of maintenance
section employing 20-40 maintenance
fitters.—Anpplications in confidence, giving

RESSING SHOP SUPERINTEND' age, qualifications, experience and salary
ENT.—Experienced practical man, .dgijred, to BOX 734, Foundry Trade
with knowledge of requirements of auto- " -’ ’ Y

mobile and associated trades, principally ’

cylinder and heads, for Iron Foundry in

South Midlands. Must have capacity to

operate modern methods, and ensure N experienced FOUNDRY MAN-

economical production. Permanent staff A AGER required for Light Medium

appointment to suitable applicant, who and Heavy Ferrous and Non-Ferrous

must have held a similar position in a Foundry in the Leeds district, producing

large modern foundry. Would suit a pro- up to 400 tons finished castings per

duction engineer with intimate knowledge month. Experience of mechanisation

of foundry trade—Write, giving par- essential. Pension scheme in force. House

t'-nlars of qualifications and salary re- found if necessary—Apply, stating age,

quired, to Box 736, Founary- Trade experience, and salary required, to

Journal Box 730, Foundry Trade Journal.

foundry experi-
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LUMINIUM Pounders, requiring

FOUNDRY TRADE JOURNAL
WORK WANTED

e . . ! ORK wanted. Low phos. iron suit-
\ additional ~ Gravity =~ Die making able Diesel and other pressure work.
facilities would bo pleased to hear from pieces not over 1 ton. Patts. required
Die Makers with capacity available.—Box syjtable machine moulding. Location
728, Poundbv Trade Journal. Clydo area.—Box 534, Foundry Trade
Journal
ATTERNMAKERS (Wood and Metal).
Excellent opportunities for younger
men on all classes of work, under ideal PATENT
conditions in the largest modern pattern
sho_p.—G. perry & sons, Ltd., Hall Lane, uil) Proprietors of Patent No.
Leicester. T 518,838, for “ Improvements in or
relating to Torque Transmitting Universal
R . Joints, desire  to secure commercial
REQUIRED' for Middle East, experi- exploitation by licenco or otherwise in the
\ enced MELTER, copper, aluminium. pjted Kingdom.—Replies 10 Hisertine
Minimum contract 6 months. Fares paid. "' e co. 28 Southam pton Buildings'

First-class man
Foundry

Accommodation available.
required.—Box 740,

Journal

Trade

ATTERNMAKERS, first-class, re-
P quired. W ith mastcr-shop experience
on wood and metal; capable of earning
4s. to 4s. 8d. per hour. Steady employ-
ment and usual paid holidays, etc.—Writo
experience to B. Levy & Co.. Osbert
Street, Vincent Square, London, S.W.I.

ANAGER for large mechanised Iron
M Foundry in South Midlands. Proved

administrator, with practical foundry and

pattern making experience essential.
Successful applicant must warrant four
figure salary. Status will bo that of

Senior Executive, and the company has a
first-class Superannuation Scheme in
operation.—Full details of past experience,
which will be treated in strictest con-
fidence, to Box 738, Foundry Trade

Journal.

AND FOUNDRY MANAGER re-

quired by a large Industrial under-
taking in the North Midlands area, to
take completo control of modern foundry,
including floor, mechanical, and batch
output. Applicants must have held posi-
tions of a similar capacity and must
possess ability for leadership. Assistance
with housing given to tne successful
applicant.—State age, experience, and

qualifications t0 Personnel Manager, B ox
742, Foundry Trade Journal.
OREMAN for Production Core Shop.

Age 30/40. Must be conversant with
Osbhorne Core Blowing Machines and have
all round experience in making cores for
cylinder heads, crank cases, and other
internal combustion engine part. Modern
foundry in North Midlands area.—Apply,
giving full details of previous experience
and salary required, Box 724,

T rade Journal.

Foundry

FINANCIAL

equired to purchase part or
R whole interest in an established
Engineering concern or Ironfounders.
Amount of capital involved secondary con-
sideration, provided justified by profit-
earning record. Continuity of manage-
ment and personnel desirable.—W rite Box
748, Trade

Foundry Journat.

AGENCY WANTED

GENCY required for Midland

Counties, with reputable Company,
for Repetition Grey Iron Castings. Can
build up very substantial weekly tonnage
immediately for permanent work. Com-
mission basis. Please state full details.—
Box s6s, Trade

Foundry Journal

Chancery Lane, London, W.C.2.

MACHINERY WANTED 'lj

ANTED —Stock Converter
25/45 cwts. capacity.—Box

coundry Trade Journal.

Plant,
662,

FFCE)R YOUR SURPLUS PLANT
T

FRANK SALT & CO., LTD.,
Station Road, Blackheath, Birmingham.

BLA. 1635."
ANTED.—Reasonably modern Elec-
tric Arc Melting Furnace, about
3-tons capacity; with or without trans-

ormer.—Box 720, Foundry Trade Journal.

MACHINERY FOR SALE

KLENAR '» FURNACE-500 Ibs.
capacity, oil fired; complete with
mdower. Spare set of bricks for re-lining.
Price £250.—Box 286,

lournal.

Foundry Trade

ALMOM mEST) WORKS
MISCELLANEOUS.

E LAVAL TYPE 1425
DRIVEN CENTRIFUGAL olL
PURIFYING PLANT. Capacity 200-
gallons per hour. Driven by 11 h.p.
Metro.-Vick. S.C. Motor, 400/440 volts.
3-phase, 50 cycles, 1,425 r.p.m., with Oil
Tanks, Semi-Rotary Pump. etc.
MONARCH PORTABLE FAN FORGE.
24 in. dia. with back blast tuyere, and
fitted with Hand Geared Fan.
SYDENHAM PORTABLE FAN FORGE.
24 in. by 30 in. with blast tuyere, Hand
Geared Fan 10 in. dia.

MOTOR

NEW 36 in. by 36 in. by 72 in. BLACK-
SMITH’'S HEARTH. Fitted with Motor
Driven Blower, 400 volts. 3-phase, 50
cycles. Completo with water bosch and
tuyere.

NEW 47 in. by 48 in. ditto.

BELT DRIVEN OIL SEPARATOR, by
AMERICAN TOOL CO. Pan. 22 in. top

bv 14 in. bottom and 8 in. deep, outer
chamber 2 ft. 7 in. dia. by 2 ft. deep,
with foot treadle, wire mesh guard,
pulleys.

THOS W. WARD LTD.
ALBION WORKS SHEFFIELD

Phone 26311 ‘Grams : " Forward."

RI nember Wards might have it '

27
MACHINERY FOR SALE-Contd.

FOUNDRY Equipment C.A.P.I Jolt

Squeeze, pin lift, pneumatically
operated Moulding Machines for Sale,
complete with all essentials. Table adjust-
able from 15 in. by 12 in. to 22 i*n. by
17 in.

1 Roper Pig Breaker,
motor, starter, etc., for standard-voltage;
will break to 4 in. long.

w HOOKER, LTD.

4, Midland Crescent, London,

FOR SALE

complete with

N.W.3.

O. 16 ATRITOR CRUSHER by Alfred
Herbert, complete with Feed Hopper,
overhauled and with a quantity of spares.
Also a No. 12 Atritor by Alfred Herbert,
(or which we have available about 6 tona

>f spares. Both these machines are offered
it extremely low prices for quick
clearance.
SAVILLE-CALVERT (MACHINERY),
LIMITED
BIRMINGHAM ROAD,
STRATFORD-ON-AVON.
Tel.: Stratford-on-Avon 3681.
IN STOCK AT SLOUGH FOR

IMMEDIATE DELIVERY.

S IX only brand new 10-cwt.
FOUNDRY LADLES.

£25
each to clear.

Brand new SAND DRYER;
1 too per hr. £48.

Two complete small CUPOLAS,
30 in. diam., £150 each, including
Keith Blackman Fans, etc.

25 practically new” BALE-OUT

FURNACES, cheap.

31 in. CUPOLA complete, by
“ Constructional,” with spark
arrester, Keith Blackman Blower

and new lining—all at £250.
48 in. ditto complete, for £375.
ADAPTABLE MOULDING MA-

CHINES. £45 each.

SAND MILLS, by Jas. Evans.
4 ft. diam., £48; 5 ft. diam., £120.

TITAN CORE BLOWER, as new,
150 Ibs. £285.

Several WEIGHING MA-
CHINES, by Avery. Type 282, as
new, cheap.

Large stock new Broomwade
Compressors, new’. A.C. Motors
and Keith Blackman Fans.
ELECTROGENERATORS LTD.

Australia Road, Slough
Telephone: Slough 22877.

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 NEW
Illustrated catalogue on request

ELECTROGENERATORS

LTD.

14 AUSTRALIA RD.. SLOUGH
Telephonet SLOUGH 22877
BUY FROM US AND SAVE MONEY
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AIR COMPRESSORS.

A PA C.F.M., 30 |Ibs, Alley &
TtO U McLcllan, Vert.,, single cyl.
Stories 23A/3. Direct couplca 52 h.p.

Motor, 290 r.p.m., with starter.

400 c.f.m., 60 Ibs., Brcoin <t u'adc, Yert.,
single cyl. Type SIB, with Aftercocler
and 65 h.p. Auto-Synchronous Motor, 1,450

r.p.m., with starter.

250 c.f.m., 100 Ibs., Ccns.lidatcd Hori-
zontal, double-acting. lypc MSB, with
60 h p. S.C. Motor and starter.

200 c.f.m., 1JO Ibs., Consolidated Hori-

zontal, double-acting. Type 10 by 10 NSB,
with or without 50 h.p. Motor and starter.
200 c.f.m., 100 ibs., Alley & MacLc.lan,
" Sentinel,” Yert.,, 2-stage. Size No.
with or without 40 h.p. Motor a*nd staiter.

155 c.f.m., 100 Ibs., Rcavell, Vert., 2 cyl.
Type DSA7B, with 40 h.p. Motor and
staiter.

140 c.f.m., 60 Ibs.,, Tilghman, Vert,
single cyl., double acting. Type FC4K,
witn or without 20 h.p. Motor.

120 c.f.m., 30 Ibs., Reaveli, Vert.,, 2 cyl.,
single stage. Type DSATE. Direct coupitd
17$ h.p. Motor and starter.

100 c.f.m., 100 Ibs.,, Tilghman, Vert.
Type SAIl, single acting, single stage,
with 25 h.p. Motor and starter.

90 c.f.m., 100 Ibs., Consolidated, Vert.,
2 cyl. Type P7-DB, with 20 h.p. Motor
and starter.

83 c.f.m., 100 Ibs., Consolidated, 2 stage,
air ccoled. Size PB2, with 20 h.p. Motor
and starter.

40 c.f.m., 150/450 Ibs., Rcavell. single
acting, 2 stage. Type CSA6, with Inter-
cooler and 20 h.p. Motor and starter.

26 c.f.m., 100 Ibs., Reaveli. Type SAS5,
Vert.,, direct coupled, 7$ h.p. Motor and
starter.

25 c.f.m., 100 Ibs., Cooke & Ferguson,
twin cyl., air cooled, with 7$ h.p. Motor
and starter.

Also number of other types and sizes.
All above motbrs for 3/50/400 volts.
REASONABLE OFFERS FOR ANY, OR

ALL, OF TDK ABOVE WILL BE
ACCEPTED.
S. C. BILSBY, AM.I.C.E., A.M.lLLE.E.,

Crosswells Engineering Works, Langley
Green, near Birmingham. Broadwell 1359

EITH BLACKMAN, Size No. 25
Type 13, High Efficiency Blower.
Outputs from 2,240 c.f.m. at 6 in. w.g. up
to 4,500 c.f.m. at 24 in. w.g. Low' prices
to clear.
S. C. BILSBY, A.M.I.C.E., A.M.l.E.E.,
Crosswell Engineering Works, Langley
Green, near Birmingham. Broadwell 1359

LIFTING BLOCKS, ETC.

ORRIS 1-Tcn,
wire rope.
MORRIS 2-Ton, 460 volts, d.c., 4) b.h.p.,

1,180 r.p.m.

UNUSED 2-Ton capacity, hand operated,
Geared Winch, by Wandsworth.
HYLAND Hand-operated
Winch, all-steel construction,

capacity.

ACE 5-cwt. and
Hoisting Winches,
3/50/400 volts.

KING Electric’ Lifting Blocks, i-toa
capacity, push-travel, 3/507403 volts,
12 ft. 6 in. lift. One for use on King super
track, the other for use on 5 in. 1t.S.J.
flanged girder.

Rope Pulley Blocks, self-sustaining load.

5-Ton capacity Gantry, 18 ft. high, 15 ft.
span.

MORRIS $-Tcn capacity,

460 volts d.c., four-fall

Ratchet
i-ton

6-cwt. Friction Sack
UNUSED, motorised

220 volts d.c.,

Electric Lifting Block, four-fall rope.
Height of lift 20 ft. Can be seen working.

Chain  Pulley Blocks, $ to 7-Ton
capacity.

ALL ABOVE AT LOW PRICES TO
LEAR

(03 .
S. C. BILSBV, A.M.I.C.E., AM.l.E.E.,
Crosswells Engineering Works, Langtry
Green, near Birmingham. Broadwell 135?
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BOO

FANS AND BLOWERS
'TK AAIiIVC-F.M. encased type Fan,
I'D ju U U by BRITISH AIR CON-
DITIONERS. 2% m. w.g., 320 r.p.m., inlet

66 in. diam., horiz. bottom discharge 43 in.
Dy 47 in., shrouded multi-vane impeller.
27,750-c.f.m. encased typo Fan, by
KEITH BLACKMAN. 6 in. w.g.,, 893
r.p.m., inlet 32 in. diam., vert, upwards
discharge 32 in. by 24 in., paddle type
impeller, fan will give 17,000-c.i.m. at 3 in.
w.g. at 594 r.p.m.
18,000-c.f.m. sheet metal
by STANDARD t POCS3IIN. 4 in. w.g.,
1,310 r.p.m., 29 in. diam. inlet, vert, up-
wards discharge 28 in. by 20 in., shrouded
multi-vanc impeller, suitable for other
duties varying down to 5,000-c.f.m., 1 in.
w.g., 556 r.p.m.
15,000-c.f.m. sheet
by CHAPMAN
CO. U in. w.g.,, 58 r.p.m.,
inlet, vert, upwards discharge 22 in. by
28 in., multi-vane impeller, arranged to
drive from 5-h.p. T.E. motor 400/3/50.
Seven 13,900-c.f.m. sheet metal encased
Fans, by R. K. WEBSTER. 3 in. w.g.,
802 r.p.m., 27 in. diam. inlet, top horiz.
discharge 27 in. by 18 in., multi-vane im-
peller, arranged belt drive; will also give
6,030-c.f.m., 1 in. w.g., 434 r.p.m.
Fourteen 10,000-c.f.m. sheet jnetal encased

encased Fan,

metal encased
ENGINEERING
30 in. diam.

typo Fans, by MATTHEWS A YATES.
3 in. w.g., 980 r.p.m., inlet 22 in. diam.,
horiz. bottom discharge 23 in. by 16$% in.,
paddle blade impeller, arranged for belt
drive; will also give 5,000-c.f.m., 1 in.
w.g., 500 r.p.m.

GEORGE COHEN
SONS ft CO., LTD.
WOOD LANE, LONDON, W.I2
TiliShephard, Bush 2070

and STANNINGLEY nr.
Tali Pudsey 2241

LEED!

MATERIALS FOR SALE

AND MIXERS and DISINTEG-
RATORS for Foundry and Quarry;
capacities from 10 cwts. to 10 tons per hr.—
w. & A. E. Ltd..

Station W orks,

ERRO-TUNGSTEN, certified 64.92 per
F cent. 2J cwts. available, ex stock.—
Offers to E. J. w artace, 50, Wellington
Street, Glasgow, C.2.

B realey (M
Ecclesfield,

achinery),

Sheffield.

CAPACITY AVAILABLE

ATTERNMAKING capacity available
F immediately. —W rite or telephone
F.H. (Newcastie), Lta.. Pottery Lane,
Ncwcastle-on-Tyne, 1. Tel. No. 28291/2.

on-ferrous FouNDRY .-Capacity
available. First-class quality cast-
Aluminium-Bronze, Gunmectals,
competitive prices, including
jyterns if required.—B ecaton Lee & CoO.,

.. 33, Swindon Road, Stratton St.
M argaret, Wilts.

N

ings, in
etc.. at

UNDERLAND PATTERN
WORKING CO.. Peacock Street,
Sunderland. Patternmaking; capacity
available; plate, light and heavy pattern«:
3k9e7egn prices and quick delivery. ’Phone

& WOOD

MARCH 15, 1951

CAPACITY AVAILABLE—Contd.
OME CAPACITY FOR
FERROUS CASTINGS.—Box

T rade Journal

NON-
726,

Foundry

OUNDRY capacity available. For up

to 5 cwts. machine moulded; for up

lo 2 tons floor moulded. Prompt delivery.—
Co., Lta., Ammanford.

Lewis' Foundry

APACITY, substantial, available 1m-

ir mediately, fully mechanised Foundry;
high quality Grey Iron and Malleable
Castings; boxes up to 2B In. by 16 in. by
5in.; Patternmaking facilities if required.
—E. J. wallace, 50, Wellington Street,
Glasgow, 0.2.

RON Foundry Capacity available for
I small and large machine moulded
work in moderate quantities and also on
the jobbing face.—Apply Manlovi, Alliott
& Co.. Ltd., Bloomsgrove WorkB,
Nottingham.

APACITY available

weighing from 1 Ib. to 12 tons, in-
cluding Ouasi-Bessermisod ingot moulds
up to 10,000 tons per annum.—The Cross
Foundry & Engineering Co., Ltd., Gor-
8einon. near Swansea.

for castings

RON Foundry capacity available for
I production of C.I. Railway Chairs,
or plain castings with flat backs up to a
maximum of 16 in. by 16 in. by 6 in. deep
and up to 1 cwt. in weight. Competitive
prices.—Apply Joseph W it1iamson & Co.,
Lea., Midland Foundry, Wellingborough,
Northants.

APACITY available for Light Castings
weighing from 1 Ib. to 6 owta., in-
cluding Castings for Vitreous Enamelling.
—W estern Light C astings Foundries,
Ltd., Fairwond Fonndry. Gowerton, near
Swansea, manufacturers of malleable iron
castings.

ATTERNMAKING capacity available
for all branches of Engineering; for
hand or machine moulding. Competitive
prices and good delivery.—charles H ill
sons, Ltd., Albion Dockyard, Bristol.

HE Pattern Equipment Co. (Leicester).
Ltd., has immediate capacity for all
types of wood and metal patterns, equip-
ment for mechanised foundries a
speciality.—147. Mount Road, Leicester;
Telephone: 23773.

ASTINGS.—We can save your porous
castings, ferrous or non-ferrous, by
an approved impregnation Process; sample

castings treated.—R ecupero. L ta. Cannon
Croft Works, Bastcote Road, Pinner,
Middx. ’Phone Pinner 7529.
MISCELLANEOUS
ETALLURGICAL Microscope, suit-
Mable for visual work and micro-

photography.—Please give full details and
price to Box 696, Foundry Trade Journal.

OOD FLOUR lor Foundries. 100
mesh; superior quality. 50 tons
available; prompt supply.—Box 660,

Foundry Trade Journal.

ATTERNS for all branches of Engin-
P eering, for Hand or Machine Mould-
ing.—Furmston Ltd.,

worth.

and Lawlor,

Letch-
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M ISCELLANEOUS—Confd.

2

MISCELLANEO US—Confd.

trade for over 25 years.

bury.

MISCELLANEOUS—Contd.

BATEMAN for Engineers' Wood E _bluy used OL uns_ervme_ablel Steefl
AST IRON chaired sleepers available : S. Patterns.—Bolton’s Court, Black- > cuts Folresmoar; goo prices, in lots o
North Midlands 3,000, Midlands burn. Tel. : Blakewatcr 42179. : \
Bouth.Woat 6,000.—Offers to Box HOS. W. WARD LTD.
Foondey Teadi Journal. EFBAOTOBY MATERIALS—Mould- RS Department,_
ing Sand, Ganister, Limestone, Core Albion Works, Sheffield
OULD_ING BOXES fabricated from (SzaunT‘Cco?.mE?;I.t,lvesilr\)/relrceisitrqelzel?,ledH';iF};;“II Phone 26311 Gramst ™ Forward.
Aluminium Alloy or Steel; for all G MORE GUESSING GAMES IN
types of welded fabrication we can give e . THE FOUNDRY.—Use “ SPEEDY ”
first-class job and good delivery—Thbi RgMdSGR?VE Red Ft_)undry Il;/lolgldlné; MOISTURE TESTER and reduce your
Glsnmoob Eno. Oo. Ltd. Eyre's Avenue. K S” (aj een p”ceds.' eh"’ere rejects by ACCURATE determination of
Stanningley Boad, Leeds, 12. works by road.—+ awiey, Lydiate Ash, near 3¢ content in foundry sand, refractories,
Bromsgrove, Worcs. etc. Exact percentage of moisture deter-
mined in 3 mins. Portable; non-electric;
ANURE, especially suitable  for ATTERNS in Wood Metal; high simple for use by unskilled labour. Over
Foundry work and as supplied to the finish  and accuracy maintained; 4,600 in uso in foundries and many other

Quotations oad

Plate and multi-cored work a speciality.—

industries.—W rite for Illustrated Brochure

request.—F rank G insiie, Moxley, Wednes Haywood Bbob., Littleborough, Lancs to Tiios. Ashwortn & CoO., Lta. (Dept.
‘Phone : 0688 Wednesbury. 8643. F.T.J.), Vulcan Works, Burnley, Lancs.
CASTINGS  .srar Founpry” THE BRITISH SHOTBLAST
FOR ENGINEERS Birmingham ztreet,S
WILLENHALL,STAFFS.
MOTOR TRADES Teloshone & ENGINEERING CO. LTD.
&C. 25112 WILLENHALL
Telegrams STRETFORD, LANCS ENG
Castings Sand-Blasted “ STAR FOUNDI'?’.Y,
WILLENHALL THE VERY LATEST IN SHOTBLAST
W I L L I A M H A R P E R EQUIPMENT INCORPORATING NEW
1)
WET TYPE DUST ARRESTERS
SON & Co. witenHaLy Ltd.
GUARANTEED RECONDITIONED PLANTS OF
Malleable and Soft Grey Ironfounders ALL TYPES IN STOCK
INGOTS
M iviM cape
\% ; Yom/m *V
ey I IF . * K Km Di>ecx.
m v . s\ « - %%
113 ] 1] “ e/ . eee *o
PLUMBER'’S BRASS Vo e 0r>Vy -.v
THIS Is a PHOTOMICROGRAPH (* 56) showing m$Et
even distribution of lead in a free cutting brass mixture -
sbpecially pkrepare_d for pressure casti_n%s ﬁnd general pl_urln- . n 1 e * » e %* e U
ber's wark.  Price Js sompetitiyg With the * commeygi 2 e el C -
aI‘on. Full details on rgpqluést, quotuin'g—reference 1?“?%’@ -, .'ﬁ B G <:1 o g
Our works have produced INGOTS, BILLETS, SHOT, PLATES ~ * 0 ¢xTRe FE g
STICKS, in standard and special mixtures for many years, and are Y fv ' /V *1% '’r.
still supplying old and new specifications in :— VW FrRiw /.9 % ¥ AR oy *
aUNMETAL PHOS-BRONZE LEAD-BRONZE LY, yV oo LV ’
ALI-BRONZE MANGANESE-BRONZE BRASS fm-Y» e V-c \Y% \%
NICKEL-SILVER LIGHT ALLOYS ETC \Y/ «n?  Z\ »
TrcAnical Queries Invited. eH'- Y
’:?Y V. e
Tyseley Metal W orks Ltd.
Balfour House Works ;1”5 ‘s [ A *3},.t
Finsbury Pavement Tyseley > ‘v A . %)
LONDON, E.C.2 BIRMINGHAM, 11 AL e w ' *
M ONarch 7941/2 Victoria 0584/5/6 / - - J
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PLATE PATTERNS

WOOD and METAL for MACHINE
or HANf MOULDING

Finest Workmanship.

MOST MODERN SPECIALISED

Keen Quotations.

teed yo*r enqgeirloa to t

Foundry Trade Journal,

March 15, 1951

LOOSE PATTERNS

UP TO HIGHEST DIMENSIONS

High Technical Assistance for Easy Foundry Production

PLANT

IN SOUTH
Good Delivery.

ENGLAND

B. LEVY & CO. (PATTERNS) LTD., OSBERT STREET,

H. C. HOPPER (Kingston) Ltd.

HAMPDEN ROAD, KINGSTON
KIN 0177/8/9
PATTERNS (Wood & Metal)
CASTINGS (Iron & Non-Ferrous)
GEAR CUTTING
GENERAL MACHINING

All at our

KINGSTON, WORKS

Good Deliveries

LONDON, S.W.I.

Tt/aphonaa; Victoria 10/3 ft Victoria 7486

SURREY PATTER NS

9a FRITH ROAD, CROYDON
ENGINEERS PATTERNMAKERS

Pine, Mahogany or Metal Patterns
for Plate or Hand Moulding
Non-Ferrous Castings
Telephone : CRO. 0994

ALL TYPES OF WOOD
& METAL PATTERNS
COOKE, BAILEY Ltd.

MORLEY ST., HANLEY, 8TOKE-ON-TRENT
Telephon« : Stoke-on-Trent 2626

PATTERNMAKERS

(Engineering) CO. LTD.
Shrewsbury Road,London, N.W.10.

HIGH-CLASS PATTERNS
NON-FERROUS
CASTINGS

Phont: ELGAR 8031/2

LAWS & SON,

(New Address)

31 Hanbury Road, Acton,
(ACOrn 1883)

W.3

All  types of patterns, Wood or
Metal. SPECIAL LARGE-TURN-
ING FACILITIES.

3 Sub-contracts.
Non-ferrous castings.

PATTERN S

WOOD AND METAL

Over Skilled

100 Craftsmen at your service

EHREEHD

LTD.

HALL LANE
AYLESTONE
LEICESTER

TELEPHONE

LEICESTER. 32261
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-ETHER
Molten Metal

Pyrometers
with the

PROTECTED
THERMO-COUPLE

which can be fitted
to the instrument in
a few minutes.

This thermo-couple, which is protected from contact
with the Molten Metal by a special refractory metal
sheath, can be applied to many types of Indicator and
provides the solution to the most difficult problems of
non-ferrous molten metal temperature measurement.
Temperature measurements of molten metal up to
1,400° C. are given quickly and accurately

The Ether Portable Pyrometer Type M.M.5 is recognized
all over the world as the standard instrument for this

work and the improved type of Thermo-couple now used
ensures great accuracy and trouble-free operation.

SEND FOR LIST No. 146 TO

ETHER LTD.

TYBURN RD., ERDINGTON, BIRMINGHAM, 24
Telephone: EASc 0276-7

JOSHUA BIGWOOD & SONS LTD.. WOLVERHAMPTON

JOURNAL

IRON CEMENT

Automatically caulks Itself into any joint,
Can be buffed, burnished or drilled.

JOINTING HAWKITE

PASTE PAINT
Non - Poisonous, Proof against damp,
cheaper and better rust.acidand chemi-

cal fumes. Ideal for
than red lead. Ideal covering stone,

for gas, steam or prick, metal, slate
water. and wood.

W. T. HAWKINS & CO.
CHAPEL HILL, HUDDERSFIELD

Sole agents for Australasia : W. T. Hawkins (Australia) Pty.
Ltd., Hardware House, Hardware Street, Melbourne,
Australia.

SAMPLE TIN FREE to the Trade.

Heating in the
Workshop

You can effectively heat
small and large workshops
without disproportionate
capital expense, by using
Bigwood Stoves—readily
installed, easily moved to
new locations—use a wide
variety of inexpensive fuel.

SLOW COMBUSTION

STOVES 5T 3
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A Stirne- -hJaU uxridc a ia tij

PARTING FLUID

C U T /
M O U L D I N G #
»HIGHER OUTPUT
B  »8eTTER MouLDS
C s T 5 . . . B »IMPROVED FINISH
ig - HARMLESS NON-TOXIC
Ip ¢ PERFECT PATTERN STRIP

o0 PATTERN HEATING UNNECESSARY

G\VE YOR PATTERNS AND OORE BOXES THE WONSOVER NOW

STONE WALLWORK

ILIM ITEP. 52 VICTORIA STREE LONDON.5W! \xaanm

(Incorporating The Coleman Foundry Equipment Co., Ltd.)
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.4 Perfect Combination

Our Duplex High Speed Grinder is specially designed
to use BOROLITE High Speed Abrasive  Wheels

LUKE & SPENCER, LTD,

VIADUCT WORKS . BROADHEATH . MANCHESTER
Grams: “ Emery” Altrincham Phone: Altrincham 3281 (3 lines)

bavarri
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FURNACES AND HANDLING PLANT,

GAS PRODUCERS, COKE OVENS, GAS

WORKS PLANT, DRESSLER TUNNEL
KILNS AND REFRACTORIES.

GIBBONS BROS. LTD. DIBDALE WORKS, DUDLEY, WORCS.
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SPEED THE SCRAP-SPEED THE STEEL

STEEL

A great task ahead

Defence programmes throughout the western world have reduced the
amount of scrap made available to this country from abroad. The need
for maximum supplies from home sources is vital in the national interest.

Every Manager is asked to co-operate in speeding up the collection and
despatch ofall discarded plant and process scrap. Your scrap merchant
will assist in dismantling and collection.

Please have a special survey made ofyour shops and yards to ensure that
ALL iron and steel scrap in your establishment is returned promptly
through your scrap merchant.

The Joint Scrap Committee in your area will gladly co-operate to over-
come any difficulty in dismantling or disposal. If you do not know the
Committee's address please write for it.

Issued for THE STEEL SCRAP DRIVE by the British Iron and Steel Federation,
Tl STEEL HOUSE, TOTHILL ST.,, LONDON, S.W.I.

N RWE I N Low Photphorut and
O G l \ Sulphur contents
ALL-MINE ELECTRIC .

uiec/ lor

High duty Castings,

Cylinders,

Piston Rings,
CONTAIN NG

etc., and in

and

Electric Steel Making

Apply to:

OUNFORD a ELLIOTT (SHEFFIELD) LIMITED =« Attercliffe Wharf Works, Sheffield, 2.
Tele.. SHEFFIELD 41121 (4 lines) <« felesrems: fItOOAIS, SHEFFIELD
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SHOTBU ST ROOMS

There will always be a number of blast

cleaning jobs which cannot be handled by

mechanical means, and for such cases the Shot Blast

Room remains the only practical solution. Not, however,

the old “Death Trap” with its inadequate ventilation and other
defects but a modern “SPENSTEAD” Plant in which the air is
changed eight times a minute and which incorporates a thoroughly
efficient means of preventing the return of sand to the pressure
vessel and nozzle. Nor is there any reason why the operator
should strain himself in handling the work. Bogies with turntables,
overhead runways, turn-over fixtures, and many other devices
are available.

ftyou mustuse

lllustration shows one of our
Standard Shot Blast Rooms in-
stalled In a Yorkshire foundry.
Used for cleaning castings and
component parts of crushing
and grinding machinery. Two
sets of rails allow large or
small bogies to be used,

a40m -mk

HEAD OFFICE: BRIDGE WORKS, OSSETT, YORKS. TEL. 353

Also at Epsom, Surrey Tel: Epsom 220!. Birmingham Tel: Edgbaston
1539. Glasgow Tel: CENtral 5909. Manchester Tel: DENton 2934
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The lost-wax process is one of the
oldest methods of casting ; It was
used for this 8th Century Indian
copper figure of Shiva. Reproduced
by courtesy of the Director of
the Victoria & Albert Museum.

LOST-WAX PROCESS
Syntron Vibrators Ensure Tight Packing

Syntron models V.55, V.75 and
V.200 are particularly suitable for

use in the lost-wax process.

Thoroughly packing the sand round the forme mould
is of great importance in the lost-wax process — and
this is where Syntron Vibrators are so useful. When
moulds are vibrated with Syntrons an even and
complete packing invariably results.

Syntron equipment for the foundry also includes
rheostat-controlled Feeders, for ensuring the regulated
addition of an inoculant to molten metal, as well as
vibrators to prevent arching in sand-hoppers.

SYNTRON VIBRATORS

Marketed by RILEY STOKER COMPANY LIMITED for INTERNATIONAL COMBUSTION LTD
NINETEEN WOBURN PLACJE, LONDON. W.C.I. TELEPHONE: TERMINUS 2622

Sb
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Castings made from these irons have
greater density and toughness. You
will have fewer rejections—greater
freedom from ,cracks, breaks and other

SPECIAL NICKEL & CHROME ALLOYS

Hand Samples‘'on Request

rnsm WEST MI

Registered Office : LLOYDS BANK CHAMBERS. WALSALL Telephone 2131
I’orhs: MILLFIELDS ROAD. BILSTON Telephone einr.rt

THE SHEPPARD Ingot Casting Machine,

For the production of special irons, aluminium, brass, bronze, copper, tin,
printing metal and lead ingots. Mould shapes to customers’ designs, capacity of

machines available 1/20 tons per hour, as static or mobile units.

Illustrates amobile machine scrying
several furnaces for copper.

Write for our Ingot Casting literature

SHEPPARD & SONS LTD,

ENGINEERS . BRIDGEND . GLAM ., Wales
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STEWART & GRAY LTD.

VITREOUS ENAMELLING

ON CAST AND SHEET IRON,
SPECIAL REFRACTORY COATINGS

A N D

ESCOL ENAMELS

MANUFACTURERS AND SUPPLIERS TO THE INDUSTRY

PAISLEY SWAINS ROAD LONDON,
WORKS SW.I17.
MITCHAM 1634 ESCOL, TOOT, LONDON

tne 'EXPRESS”
SQUEEZER

Unrivalled for the THE SOURCE OF SATTSFACTION

cheap and rapid .
production of small AQILS ANDCQMPOUNDPS

castings.
Founders using the . s .
“Express” and Scientific Production to the
squtee_zinﬁ botlh Highest Standards enables us
parts simuftaneously to offer you our Core Making
d 200-300% . .
D rer tham on the Materials of Quality
bench or stump.
PRICE EAGLE CORE-OILS,
CREAMS & SEMI-SOLIDS
Complete with accessories IF YOU ARE NOT A USER YET_

WRITE NOW TO

FISHER E. S. LORD, LIMITED
F O U N D R I E S LTD . . Sp.ecialists in Fotjndry Practice.

EAGLE OIL WORKS, BURY ROAD, ROCHDALE

Telephone: - - ROCHDALE 3547
Telegrams : “ COREBOND ROCHDALE”

ALBION ROAD, GREET, BIRMINGHAM

Telephone : Victoria 0197
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HILLMAN works cLoves

also APRONS, HAND

AND PROTECTIVE

LEATHERS HILMAN
COVERINGS.

& A. HILLMAN LTD., DUDLEY, WORCS.

DRYING STOVES

on the

“ ADELPHI " FORCED  DRAUGHT  SYSTEM

(Using low-grade fuels)

or with

MECHANICAL STOKERS

.

COMPLETE  INSTALLATIONS  WITH
OR WITHOUT RECIRCULATION

STOVE CARRIAGES
PORTABLE MOULD DRIERS
FURNACES FOR ALL PURPOSES

MUIR, MURRAY & CO. LTD,

FURNACE BUILDERS
TELEPHONE 2004 ADELPHI WORKS.
TELEGRAMS: " MURITE, paistey P A IS LEY,

EALS; BELTINGS AND

ILS ALL CLASSES OF LEATHER;
EATHER WORK AND FABRIC FOR ID-USTRIAL USE

”9 Preble
m ?

The Kangaroo can
talk! She hasn't any
conveying problems ;
nature has provided
her with a method r
sufficient to cope /
with all de- .
mands- //

In modern /
industry the >
same hardly /
applies. .

The quest for efficient and economi-
cal handling goes on, and the instal-
lation of Universal Conveyors has
proved to be the best answer
towards this end.

W hatever your particular
handling problem, our organ-
isation is entirely at your service.

UNIVERSAL

UNIVERSAL CONVEYOR CO. LTD., NICHOLS STREET, LEICESTER
Phone : 65556
14 Lower Grosvenor P1.,S.W .I. Clyde Lane, Bristol 6 Fletcher St., StockOort
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Air  Compressors by Pneumatic  Tools by

AIR PUMPS LTD. ARMSTRONG WHITWORTH

central talcs office. CtoSE works, gatesheao-on.ttne. England
TtUpho»« s Ge*wke<l 7114 Cib'n | XMmi —"CLOSEWORK- Gu«ih*i<J-on.T/o«

100,000 cu. ft. of hot air per hour

“NEWSTAD” PORTABLE
Coke Fired MOULD DRIER

Customer writes : “ We find this to be
very economical in fuel and a very

satisfactory practical job throughout.”

Perfect design, accurate tempera-
ture regulation, long life of brick-
work without repair.
DRIES LARGEST MOULDS MUCH
QUICKER THAN HITHERTO POSSIBLE
Sole Suppliers:

MODERN FURNACES & STOVES LTD.

Booth Street, Handsworth, Birmingham 21

Telephone : Telegrams :
SMEthwick 1591 & 1592. MOFUSTOLIM, B'ham. 21.
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TUNGSTEN CARBIDE
BwushipwaHwww

SHNDSLH5T
NOZZLES«

50D iimeéa
congrer ///e ¢Aan cngl//ece ¢ron

iNCIfiTIDIft LTD

«DELPHI ITRONWORKS SRLFORO.i

louom » «

AND
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THE KEY 10

SUCCESSFUL  CASTINGS

SYNTHETIC MOULDING LAUDS

BY
A. JEFFREY & CO. LTD

Our Composition is graded to customers’
requirements, and has been used by
leading Steel Foundries for more than
sixty years.

LET US ALSO SERVE YOU

A. JEFFREY & CO. LTD

75 BUCHANAN STREET
GLASGOW C.I Tel: City 7450

Bricks, Jointing Cements
and Monolithic Linings
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A ROPER INSTALLATION CUPOLAS = CUPOLETTES

HOT METAL RECEIVERS
«

CHARGING MACHINES
STEEL CONVERTERS
GEARED LADLE HOISTS

0

LADLES-ALL TYPES
(o]

CORE SAND MIXERS
CORE MAKING MACHINES
TUMBLING BARRELS

PIG IRON BREAKING
MACHINES

ETC., ETC.

£. A. ROPER & CO.

FOUNDRY PLANT ENGINEERS

Photographed by kintf'permlsslon of Messrs. Prince-Smlith and Stells, Ltd., Keighley. KEIGHL EY, YORKS
NOTE FEATURES OF RECEIVER ILLUSTRATED- FILLS AND POURS SIMUL-
TANEOUSLY-ENSURES CONTINUOUS FLOW OF METAL TO LADLES- Phone: 4215-6

RETAINS SLAG-FACILITATES MIXING. Grams: CLIMAX
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FOUNDRY FACINGS FOUNDRY FURNISHINGS

SHALAGO
BONDED
BLACKING

MIX ONLY WITH CLEAR WATER

FOR
DRY SAND MOULDS

AND COREWASH

W* GUMMING &0O" UP

GLASGOW FALKIRK CHESTERFIELD

DEEPFIELDS near BILSTON

& MIDDLESBROUGH
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Iron, Steel and Brass
Foundry Melting Equip-

ments are our Speciality

m

ins
CUPOLAS, STEEL CONVERTERS, CRUCIBLE
AND NON-CRUCIBLE FURNACES, CUPOLA GUNMETAL  AND
CHARGING MACHINES, HOISTS, MOTOR PHOSPHOR-BRONZE
FANS, LADLES, SAND MILLS AND SIFTERS, Test Certificates INGOTS
RUMBLERS, PIG IRON BREAKING MACHINES, .

ROTARY CORE MACHINES, ETC. are available The small undivided
for every batch. Esco Ingot possesses

many advantages

over the old shape.

GEORGE GREEN & CO.

Foundry Equipment Engineers & Contractors

KEIGHLEY, YORKSHIRE.

(Cttablithed 1900)

TANCEM WORKS * MERTON ABEEY « SW 19
THEPHONE MTGHAM 2031

ALUMINIUM WORKS, WILLOW UNE, MITCHAM, SURREY

Telegram« | “ Cupoia,” Keighley. Telephone 1
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TILGHMAN’S PATENT SAN® BLAST CO- LTD,, BROADHEATK, Hr, MANCHESTER
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- PULVERISED READY FOR USE IF REQUIRED

REFRACTORIES FOR EVERY PURPOSE ALBION (Mansfield) SAND CO.
JOHN G. STEIN & CO. LTD. prop.. THOS. W. WARD LTD.

BONNYBRIDGE

He.id Office: Albion Works. SHEFFIELD
SCOTLAND Telephone: Sheffield 26311 (20 lines) Msnsfield 371



