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PNEULEC LTD., SMETHWICK, Nr. BIRMINGHAM
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Latest 12-Ton
BIRLEC LECTROMELT
steel melting
furnace incorporatesee.

Model NOT, 5000 kVA Birlec-

Lectromelt furnace installed at

0/ Vuoksenniska AB, Finland

O Four-point roof suspension minimising roof ring and brickwork
stresses and facilitating roof replacement.

O Separately mounted roof lift-and-swing cylinder.

* Large diameter water cooled roof ring protecting skew back

bricks and bottom flange from furnace heat.
remote / G A S A N D

OPneumatic electrode clamps providing simple,
J £E/_EE£T7"R/C

controlled electrode handling.

achieving considerable /

e Electro-magnetic ‘''economisers”
/ FURNATZCES

savings in electrode consumption.

BIRLESTC LI MITED

ERDINGTON « BIRMINGHAM 24
Telephone: EAST 1471 (9 lines) * Telegrams: Birlec, Phone, B’ham

In Australia: Birlec Ltd., Sydney, N.S.W.

SM/B
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YARD AND AREA LIGHTING e STREET LIGHTING
ALL INDUSTRIAL LIGHTING Victor Unbreakable”

lighting, originally designed for tough service in the mines,

has been adapted for general industrial use. Specially

lamp glass, similar to that used in wartime tanks,
provides high illumination without glare and stands up to
an unbelievable amount of rough usage.

A wide range of fittings suitable for conduit wiring, in-
cluding junction boxes, switch
and fuse units, etc., enables the
Victor Lighting system to be
installed anywhere and with any

number of Units and variations.

Lamps

VICTOR
LIGHTING

INDUSTRIAL

Literature giving full details o f Victor Lighting is
available, and will be sent on request. 1fyou would

like to see a really economical plan, let us quote PRODUCTS

for your installation.

All interested are invited to inspect our own yard V. I P S Of the Industrial Field

lighting and local street lighting schemes.

VICTOR PRODUCTS (Wallscnd) LTD«WALLSEND-ON-TYNE*ENGLAND-Phone: Wallsend63271-2-3 « Grams: ‘Victor, Wallsend’
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FAMOUS BINDING GOMPOUNDS

Those who know best know no better

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

T H

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

at the core of good work in the foundry

Full details from :

THE TORDATH ENGINEERING CO.I.TD. HAMBLET WORKS, WESTBROMWICH, STAFFS

telephone : West Bromwich 0549,0540, 1692.

telegrams : Metallical West Bromwich.
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ROTARY SAND DRIER
3 TONS PER HOUR

We manufacture Sand Driers and Sand Coolers in
O rated capacities up to 6 tons per hour. The Sand
S 5S. Driers can be supplied with oil or gas firing,
/ Foundry tfficieney . . APRIL MAY I
according to requirements. CASTLE BROMWICH
BIRMINGHAM

mj.uiiirdnrr
STAND D. 322
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Fixed or loose pins, single or double
lugs, as required.

Fixed pin mounting easily removable,
leaving lugs ready for loose pins without
extra drilling or bushing.

All pins hardened and ground, to avoid
damage by scoring or burring.

Patent link-type clamp with eccentric
bush, as illustrated, for quick and pos-
itive lock-action. These clamps are
available as an extra, and will fit all

" Paget” Boxes of similar depth.

FOUNDRY TRADE JOURNAL

T IGHT, strong and rigid, the

new “Paget” Machine

Moulding Box has already won widespread

approval. A range of standard sizes is available,

from 12in. to 24in. square and from 3in. to 10in.

deep. All-steel welded construction and deep-

swaged wall sections allow boxes up to 24in.

square, and of any depth, to be made up quickly
and accurately.

THE PAGET ENGINEERING CO. (London)y LTD

BRAINTREE ROAD

. SOUTH RUISLIP MIDDLESEX

Telephone: Ruislip 60il
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high speed

g rinder

- up tO 400% This high-speed grinder is giving up to 400%

. increased production over normal speed grinding
Increased on grey iron, non-ferrous and steel castings, etc.,
plus wheel economy.

it Independent 3-speed control to each wheel.

prOdUCtlon it Compulsory speeding up of each wheel at

correct diam.

over norm al it Independent safety device to each wheel.
. : Special High Efficiency exhaust system.
speed grinding P d y Y

Write for full specification.

the Borolite Wheel

is a resinoid bonded high speed abrasive
ivlieel designed to increase your output and
reduce wheel costs. We have a large range
of abrasive wheels for all purposes from [in.
to 50in. diatn.

Write for our catalogues.

Luke &
Spencer Ltd.

Viaduet W orks.
jftro a d h e a th ,

M an chester

Tel.: Altrincham 3281

Grams : Emery, Altrincham.

bayard L.S.,/IS
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OIL SANOS...

The birth of oil sand practice is still within
the memory of craftsmen in the full vigour
of active Foundry service, but despite this
comparatively short period, it is difficult to
recall the circumstances prevailing in
Foundries when so-called artificial binders
did not exist.

Oil sands have greatly stimulated develop-
ments in the mass production of standard
types of castings and they have even had an
influence on design in modern engineering
practice.

But the uses of oil sands are not confined to
mass repetition work, and great advantages
have accrued to Foundries engaged in the
production of castings for general purposes

where cores are employed, besides those of
O b d e special character in which high duty service
and high quality finish is required. In this

latter category the name of John Harper &
Co., Ltd., Willenhall, readily occurs.

Quality is the keynote of production in this
organisation and the materials employed
contributing to those results must conform

FOR ALL CLASSES OF WORK o e stndaros st

Kordck and G. B. Kordol are employed in

this Foundry in all core work and we

acknowledge our indebtedness to Messrs.
K or deK < A"K ordeK {JJi-Kordol John Harper & Co., Ltd., for permission
to reproduce the photographs appearing
on this page showing a few specimen cores
of interesting shape and finish ofa standard
which is Harpers.

G. B. KORDEK and G. B. KORDOL are manufactured under British letters
patent Nos. S15470, 543202

CORN PRODUCTS COMPANY LTD., WELLINGTON HOUSE, 125-130, STRAND, LONDON, W.C.2.

BRANCHES AT BIRMINGHAM. MANCHESTER. NEWCASTLE AND PAISLEY
A Member of the Brown & Poison Grojp
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BEMCO
BRIQUETTED
ALLOYS

Check with the formula,
Sulphur multiplied by 2 + '3=Manganese
To ensure consistency keep a stock of Bemco

Manganese Briquettes available as an easy
and rapid means of adjusting your charge.

Bemco Manganese Briquettes, rectangular in
shape and coloured red, contain 2 lbs. of
available Manganese.

Technical literature describing the use of Bemco
Briquettes is available on request.

BRITISH ELECTRO METALLURGICAL COMPANY LTD.

WINCOBANK SHEFFIELD ENGLAND

Telephone: ROTHERHAM 4836 Telegrams: "BEMCO" SHEFFIELD
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r You CAN ~
iIncrease production

Mechanization in the foundry mead« com-

pressed air; and compressed air in the foundry Multivane
means “Broomwade”, In the Broomwade Grinder
catalogue-free on request—you will find G R3

a

details of a superb range of compressors to
meet every need and a range of pneumatic
tools which apply the versatility of compressed
air with efficiency, economy, and lasting

dependability. PneumatiC

Rammer
SRS |

APRIL 30—MAY 11
CASTLE BROMWICH
BIRMINGHAM

im i'iM M

AIR COMPRESSORS AND PNEUMATIC TOOLS



1 FOUNDRY TRADE JOURNAL MARCH 29, 1951

BEETLE IN USE — No. 2

This is the second in a series o fannounce-
ments describing the actual experiences o f well-
known foundries using Beetle resin

n 1V.20 in production quantities *

Beetle resin being measuredfor additon to the mix. Photograph by courtesy of Coneygre Foundry Ltd.

Beetle W.20 cuts costs, Coneygre find

How? By reducing scrap cores and castings, by improving knockout; by reduced fettling and
dressing, by improved core storage properties; by reducing milling times, by drying quicker at lower

temperatures. These are all good reasons for investigating W.20, the low-cost core-binder with the
low percentage addition.

Writefor Technical Leaflet C.B.I.

BEETLE RESIN W.2Q Core-Binder

Beetle Bond Ltd., 1 Argyll Street, London, W.I.

“BEETLE *is a trade mark registered in Great Britain and in most countries o fthe world.
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A. C. Electric
PULLEY BLOCKS

for Foundry Use

Pattern drawing and metal pouring are speeded up
and simplified when using an Asea Electric Pulley
Block with ‘ Inching ’ attachment.

Of robust design necessary for foundry and other
arduous service, the ‘ Inching ' attachment controls
the hook movement in steps of less than 0-02 in.
(0-5 mm.) irrespective of loading.

The pendant pushbutton enables the operator to
make a clean draw from the mould or pour metal
without surging.

ASEA ELECTRIC, LTD.

Associated with Fuller Electrical & Mfg. Co. Ltd.

FULBOURNE ROAD, WALTHAMSTOW,
LONDON, E.I7
Phone: LARkswood 2350 (10 lines)
Crams : Autosyncro, Telex, London

Branches at
Birmingham, Glasgow, Manchester, Dublin
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SINGLE WHEEL
FLOOR GRINDING
MACHINES

ALL STEEL CONSTRUCTION

SURFACE SPEED
9,500 FT. PER MIN.

COLLET#WHEEL
MOUNTING

SPECIAL BEARING
APPLICATION

THREE COMPULSORY
SPEED CHANGES
FOOL PROOF SAFETY
DEVICE

This sturdy machine can be supplied in three sizes, 30in. by 4in.—
24in. by 3in.— 18in. by 2-jin. either left or right hand, and is equally
suitable for the awkward shaped or lengthy type of casting that
cannot be accommodated on double ended machines. It is a very
useful asset to foundries both large and small. Double ended high
speed machines in the above sizes are also available.

Write for Details

F. EE ROWLAND & CO. LTD. yeaFREFBSbORT
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Bottom board is placed
on, head is swung round
and lever moved to
' Squeeze ”

Machine is turned over
(foot operated valve) and
the pattern vibrated and
drawn.

The swing-gate is low-
ered and heavy mould is
easily removed by only
one man.

Swing-gate resumes vertical position as mould rolls clear.

BRITISH

FAVERSHAM

KENT

MOULDIN G

TELEPHONE FAVERSHAM 2246/8

MACHINE

GRAMS

CO LTD

EASIRAM FAVERSHAM
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a record n

"Stein KM” (burned Chrome-
Magneslte) bricks are giving con-
sistently good service in side walls
of basic electric furnaces. Photo-
graph shows Interior of a 10 ton
furnace after 11 weeks' operation.
Lining was 9' thick and bricks
were jointed using steel sheets.
May we send you
further particulars?

will bring yoa full details of *Sternocore

high efficiency oils, creams, compounds.

ROYAL LONDON HOUSE < FINSBURY SQUARE « LONDON E.C.2
Telephon-. MOHjrch 3871-2-3-4-5  hleerj”*s “STERNGIMPHONEA O N
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INDEX TO ADVERTISERS

PAQTI Nos.

Adaptable Moulding Machine Co., Ltd

Aerograph Co., Ltd..

Alar, Ltd. ...

Albion Pulverising Co., Ltd.

Alldays A Onions, Ltd.

Alley A MacLellan, Ltd.

Aluminium Union, Ltd.

Allied Ironfoundere, Ltd.

Anderson Grice Co., Ltd.

Anglardia, Ltd ..o

Armstrong W hitworth A Co. (lron
founders), Ltd., SirW. G.

Aron Foundry Equipment

Asea Electric, Ltd. 13

Aske, Wm., e Co., Ltd.

Associated Lead Manufacturers

Atlas Preservative Co., Ltd.

August’s, Ltd. 20

Badische Maschinenfabrik A. G.
Baines, C.J. A Co. Ltd.

34

Ballard, F. J., A Co., Ltd.

Beakbane, Hy., A Co. IS
Beck H. A Son Ltd.

Beetle Bond, Ltd. 12
Berk, F. W., A Co., Ltd. 44

Blgwood, J., A Son Ltd.

Bilston Stove A Steel Truck Co., Ltd

Blrlec, Ltd..

Blythe Colou

Bradley A Foster, Ltd

Bridges, S. N., ACo Ltd.

Brightslde Foundry ot Engineering Co
Ltd

British Aero Components, Ltd...

British Electrical Development Assoc

British Electro Metallurgical Co., Ltd 10
British Foundry Units. Ltd. 29
British Iron A Steel Federation

British Moulding Machine Co., Ltd. 15

British Oxygen Co., Ltd.

British Piglrons, Ltd.

British Railways

British Ronceray. Ltd......ccoovvevcnnnns
British Shotblast ¢t Engineering Co

British Thomson-Houston Co., Ltd.
British Tyre <t Rubber Co., Ltd.
British Wedge Wire Co., Ltd.
Broom tWade, Ltd.

Bullows, Alfred, «t Sons, Ltd.
Butterworth Bros.

Carborundum Co., Ltd.

Carlisle, E. A. .

Cellactite «t British Uralite Ltd.

Chamberlain Industries, Ltd.

Chance Bros., Ltd.

Clayton Crane, noist Co., Ltd.

Climax Molybdenum Company
Europe, Ltd ..o

Cllmax Rock Drill < Engineering Co

Cohen Geo., Sons «t Co., Ltd. 25 A 42

Coleman Foundry Eqmpment Co., LU

Consolidated Pneumatic Tool Co., Ltd

Constructional Engineering Co., Ltd.

Copper Development Association

Coro QOils, Ltd.

Corn Products Co., Ltd.

Crockett Lowe, Ltd.

Crooke <t Co., Ltd.

Cumming, Wm., A Co., Ltd. .. 33

Cuxson, Gerrard, & Co., Ltd. .. 41

Davidson A Co., Ltd.

De La Rue A Co., Ltd., Thomas

Dunford A Elliott, Ltd.

Dunlop Rubber Co., Ltd.

Durrans, James, A Sons, Ltd. .. 43

Easton A Johnson, Ltd... 38

Electric Furnace Co., Ltd.

Blectromagnets, Ltd......ccocovvnnne

Enamelled Iron A Steel Products Co.

Ether, Ltd.

Evans, Stanley N.

Every Hy., A Co., Ltd.

Eyre Smelting Co., Ltd.

F. A M. Supplies. Ltd. 18

Fel Electric, Ltd 32

Fisher Foundries,

Flextol Engineering Co., Ltd. ..

Fordath Engineering Co., L td...

Foundry Equipment, Ltd.

Foundry Mechanisations (Balllot), Ltd.

PAOK Nos.
Foundry Plant A Machinery, Ltd.
Foundry Services. Ltd. 41
Foxboro-Yoxall Ltd. .
Fullers' Earth Union.

Gadd, Thos.

General Electric Co., Ltd.

General Metallurglcal A Chemical, 35
General Refractories, Ltd. 21

Gibbons Bros., Ltd.

Glenbolg Union Fireclay Co., Ltd.

Godfrey, Sir Geo., A Partners, Ltd.

Greatrex, John, A Son

Green, Geo., A Co.

Grove Painting A Decorating Co., Ltd

Guest, Keen, Baldwins Iron A Steel Co
Ltd

Harborough Construction Co., Ltd. 18
Hargraves Bros. 38
Harper, Wm., Son A Co. (Willenhall

Ltd
Hawkins, W. T., A Co.
Hepburn Conveyor Co., Ltd.
Herbert, Alfred, Ltd.
Heywood, S. H., Ltd
Hill-Jones, Thomas, Ltd.
Hillman, J. A A, Ltd...ccoeeverenne.
Hills (West Bromwich), Ltd.
Holman Bros., Ltd.
Hooker, W. J., Ltd.

Hford, Ltd ..o
Imperial Chemical Industries, Ltd.
Incandescent Heat Co., Ltd.
International Meehanite Metal Co., Lt<

Jackman, J. W., A Co,, Ltd.
Jack*, Wm., A Co., Ltd. 23
Jelfrey A Co. Ltd.

Keith Blackman, Ltd.

King Bros. (Stourbrldge) Ltd.
King, Geo. W ., Ltd.

Kodak, Ltd ..o

Laldlaw, Drew A Co., Ltd.

Lambeth A Co. (leerpool) Ltd.

Lees, Hall A Sons, Ltd.

Lennox Foundry c , Ltd. 37
Levy, B., A COuvrevcvcecc 28
Lord, E. S., Ltd.

Luke A Spencer, Ltd.

Lyte Ladders, Ltd.

Lythgoe Adam..

Macdonald, John, A Co. (Pneumatic
Tools), Ltd ..o

Macdonald, John, A Son

Mncnab A Co., Ltd.

Major, Robinson, A Co., Ltd. .. 27

Mann, Charles A Sons

Mansfield Standard Sand Co., Ltd.

Marco Conveyor A Engineering Co., LI

Marsden A Bateson, Ltd.

Matterson, Ltd. 39

Mavor A Coulson, Ltd.

Mav, J. H

Metalectric

Metropolltan-Vickers Electrical Co., Ltd

Midland Tar Distillers, Ltd.

Mining A Chemical Products, Ltd.

Mirrlces Watson Co., Ltd.

Mitchells Emery Wheel Co., Ltd.

Modem Furnaces A Stoves, Ltd.

Mole, S., A Sons (Green Lane Foundry

Ltd

Mullneux Foundry Equipment, Ltd.
Mond Nickel Co., Ltd.....ccccccevunae.
Monometer Manufacturing Co., Ltd.
Morgan Crucible Co., Ltd.

Morris, B. O., Ltd.

Morris, Herbert, Ltd.

Moss, Wm., A Sons, Ltd.

Muir, Murray A Co., Ltd.

Musgrave A Co., Ltd.

National Savings Committee
Neville, T. C., A Son, Ltd.

New Conveyor Co., Ltd.
Newman, Hcnder A Co., Ltd.
Newton, Victor, Ltd.

Norton Grinding Wheel Co., Ltd.

Orwin, R., A Son, Ltd.

Paget Engineering Co. (London) Ltd.
Palmer Tyre, Ltd.

Pantin, A. C., Ltd..ccccoeeeriiririenns
Parish,J., ACo...

PAOK NOf.
Passe, J. F., A Co 29
Paterson Hughes Engineering Co., Ltd. —
Pattern Equipment Co. Ltd.
Pearson. E. J. A J., Ltd.
Perry, G., A Sons .. .. .. 28
Philips Electrical, Ltd.
Phillips, J. W. A C.J., Ltd.
Pickerings, Ltd
Pickford, Holland A C
Pitt, I1. S.. A Co., Ltd
Pnoulec, Ltd
Portway, C., A Son, Ltd.
Precision Presswork Co., Ltd.
Premo Pattem Co., Ltd.
Price, J. T., A Co,, Ltd. .. .. 44

Ransomes, Sims A Jefferies, Ltd.
Rapid Magnetic Machines Ltd.
Reavell A Co., Ltd....ccovvviciicnns
Richardson, R. J., A Sons, Ltd.
Ridsdale A Co., L'td
Riley Stoker Co., Ltd..
Robson Refractories, Ltd. 44
Roper, E. A., A Co. 42
Rotolift Sales Co.

Round Oak Steel Works, Ltd. ..

Rowland, F. E., A Co., Ltd. 14
Rownson, Drew A Clydesdale, Ltd. 39
Itozalex, Ltd.

Rustless Iron Co.,

Safety Products Ltd ..o 32
Scottish Foundry Supplies Co
Sheard, Geo. (Congleton), Ltd.

Sheeﬁbrldge Co., Ltd.ciciiiiis

Sheffield Smelllng Co., Ltd.

Sheppard A Sons, Ltd.

Sieber Equipment Co., Ltd., James

Sinex Engineering Co., Ltd.

Sklenar 1urnaces, Ltd.

Slough Metals, Ltd.

Smedley Bros., Ltd. . .. .39
Smeeton, John A, Ltd.

Smith, Albert, A Co.
Smith A Fawcett, L
Smith, J. (Kelghley) Ltd.
SpencerA Halstead, Ltd.
Spermolln, Ltd ..o
St. George’s Engineers, Ltd.
Standard Brick A Sand Co., Ltd.
Stansby, W., A Co., Ltd.

Stanton Ironworks Co., Ltd., The .. 351
Staveley Iron A Chemical Co., Ltd.

Steele «t Cowlishaw, Ltd. . .. 38
Stein A Atkinson, Ltd. .. . L=
Stein, John G., ACo Ltd. .. 10
Sterllng Foundry Speualtles Ltd. .. 1
Stemol, Ltd. . . .. 10

Stewart and Gray Ltd.
Stewarts and Lloyds, Ltd.

Stone-Wallwork, Ltd. .. .. 353
Sturtevant Engineering Co., Ltd.
Swynnerton Red Moulding Sand .. 35

Tallis, E., A Sons, Ltd.
Tangycs, Ltd.
Technically Controlled Castings Group
Teisen, Th.

Thomas, G. AR., Ltd.

Tilghman’s Patent Sand Blast Co., Ltd
Traughber Filter Co., Ltd.
Tyseley Metal Works, Ltd

United Steel Companies, Ltd.
Universal Conveyor Co., Ltd. .\
Universal Pattern Co., Ltd.

Vaughan Crane Co., Ltd.
Vaughans (Hope Works) Ltd.
Victor Products (Wallsend), Ltd.
Vokes, Ltd.

Walker, I. A l., Ltd.ccooeireieenne

Walsall Sandblasting Co., Ltd... 32
Ward, Thos. W., Ltd....cceovvinnnnee A 26
Waring Bros.....

W arner A Co., Ltd 30
Watsons (Metallurgists), Ltd. .. 30
Webster A Co. (Sheffield), L td ...

Wengers, Ltd... . 18
West Midland R g .

Wickman, A. C., Ltd...ccccovcviicnnnns

Wiggin, Hy., A Co., Ltd.

Wilkins, Campbell A Co., Ltd.

Winget, Ltd.

Wilson, Alexander (Aberdeen), Ltd. .. 41

Woodward Bros. A Copelin. Ltd.
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GUARANTEED TO COMPLY WITH THE
FOUNDRIES (Parting Materials) SPECIAL
REGULATIONS 1950.

a r te X

PARTING and FACING POWDER
(NONSILICA : 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, E.C.2
Telephone: 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.
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You can obtain almost any baked
strength you require by using
sufficient of even an inferior binder.
But it is the laboratory controlled
manufacture of Harmark Binders
which givesjjyou efficiency with
uniformity.

Try Harmark Binders ' now and
watch the improvement in your
core production. ;

HARBOROUGH
CONSTRUCTION

CO. LTD-
HARBILT WORKS,
MARKET HARBOROUGH,
LEICESTERSHIRE.

Telephone: Market Harborough 2254-5-6

So/e Export Agents : FOUNDRY SUPPLIERS
LTD., 4, Rathbone .Place, London W.I.

IEAT/TERI

In all shapes and sizes,
"and for all types of

MOULDING MACHINES
and FLEXIBLE JOINTS

Send us your enquiries

HENRY BEAKBANE

LIMITED
The TANNERY,
STOURPORT-ON-SEVERN

VITREOUS ENAMELS

COBALT. SILICA.
COPPER. FELSPAR.
IRON. FLUORSPAR.
MANGANESE LIMESPAR.
NICKEL. BARYTES.
TIN OXIDE. PIPECLAY.
ADMIUMS

PREPARED COLOURED OXIDES FOR
SHEET AND CAST IRON
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with WHICH IS INCOAKWUTCO THE IKON AND STEEL TRADES JOURNAL

The FOUNDRY TRADE JOURNAL is the Official Organ of the
following :—

THE INSTITUTE OF BRITISH FOUNDRYMEN

PRESIDENT : J. J. Sheehan,
Foundry, Ltd., Tipton, Staffs.

Secretory : T. Makemson, M.B.E.,
Deansgate, Manchester, 3. ’Phone and '‘Grams :

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. SheEherd, Head, Wrightson & Co., Ltd., Teesdale Iron Works,
Thornaby-on-Tees. Newcastle-upon-Tyne: F. Robinson, Sir W. G.
Armstrong W hitworth & Co. (Ironfoundors), Ltd., Close Works,
Gateshead. Scottish : J. Bell, 60, St. Enoch Square, Glasgow. Sheffield
J. H. Pearce, 31, Causeway Head Road, Dore, Sheffield. Wales and

B.Sc., A.R.C.Sc.l., Coneygre
Saint John Street Chambers,

Blackfriars 6178.

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.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.,
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Something’s happened that has
changed the face of the foundry
world.—The face is jovial, and

the spirit sprightly.

It comes from an idea of August’s
—the idea that a moulder is a
craftsman and not a crane. The
application of the idea was as
simple as putting a jack under a
dead load. It banished manual
handling, it lifted a weight of
worry, it increased output, and

it lowered overheads.

These are all vital factors, and
more of these will be given to
anyone interested in  modern

indry efficiency and economies.

Sole Licensees and Manufacturers
for British Empire (excluding
Canada) of the Simpson Sand Mixer.
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The Problem

During our long occupancy of this chair we
have attempted to solve many problems, with vary-
ing degrees of success, but the solution of the
problem of material shortages which confronts the
foundry industry to-day is beyond our Kken.
Because of the shortage of foundry coke, it is pro-
posed to furnish an Australian foundry with a
powdered-fuel-fired furnace instead of a cupola.
An English firm newly established just after the
war could not find a cupola so it operated an
electric ~ furnace instead. Aluminium castings
for a time in certain fields replaced cast iron.
During the war, substitutes were found for the
conventional core- and moulding-sand bonding
agents. Economy was effected through the simpli-
fication and standardisation of both ferrous and
non-ferrous alloys. Now, however, the problems
of shortages of aluminium, copper, zinc, scrap, pig-
iron, and ferro-alloys, are ones which admit of no
such solution. Their incidence is much worse in
some areas than in others. Some foundries are
receiving a percentage of their normal requirements,
others nothing or the full demand. The solution,
if there be a solution, must vary in each case.

The first thing to do is to inform one’s appro-
priate employers’ organisation so that the Govern-
ment may be quickly and authoritatively informed
as to the exact position. If the outcome is such that
a definite portion of standard supplies are likely
to be available, then maximum production in a
minimum of time must be achieved somehow.

’Phone: Temple Bar 3951 (Private Branch Exchange)

Grams: ’.Zacatecas, Rand, London”

of Shortages

Spinning out the work puts up costs and so as to
continue to import more raw material, the ability
mo compete in world markets must obviously be
maintained. There is a natural urge to adjust the
working pace so that extra time may be taken up
in the making of any one job. Yet this is the very
system which will handicap the country in its endea-
vour to feed, house, clothe and warm its popula-
tion. Many foundries are breaking-up their reserve
stocks of moulding-box plant and the like, to sup-
plement their scrap supply. It may be as well to
examine cleared areas to ascertain whether better
use could not be made of them either by improved
methods of storage, or, paradoxically at the
moment, for increased manufacturing capacity.
Ground is now so expensive, that its use merely
for stocking only potentially useful box-parts may
be economically unsound.

We believe that here we could with advantage
make a further plea to our readers to support the
scrap drive initiated by the British Iron and Steel
Federation in association with the scrap merchants.
In this direction there are two methods open to
them, one is to sell all scrap unsuitable for re-
processing in their own works, and the second is to
pester their customers to get rid of their scrap—
either process or obsolete plant—without delay,
pointing out that the very existence of the manu-
facturers of castings depends upon their co-
operation.
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Popularising the Foundry as a

Career

The Fordath Engineering Company, Limited, of Ham-
blet Works, West Bromwich, believe they have made a
real contribution to the alleviation of the dearth of
entrants to the foundry industry by the development of
a system of essentially clean experimental foundry
practice for demonstrations to students and the like.
It is thought that earlier dirty conditions have acted
as a deterrent to recruitment. A paragraph in a state-
ment dealing with this development poses the question:

Can the art of “ founding ” be taught under clean and
attractive conditions in the technical schools, so as to
create amongst the pupils an interest and a liking for
the work? Believing that it could, the originators have
drawn up a scheme which under ordinary school condi-
tions can be applied to illustrate all the fundamental
features of “ founding,” and at small cost to the
authorities concerned. The practice of the art of
“ founding ” is a fascinating study, and just the kind of
work to appeal to youths if properly presented. It offers
enormous scope for the ingenuity and initiative, and
valuable prizes for keen students. Skilled foundrymen
are now highly paid, and the working conditions which
got the industry a bad name no longer exist.

Demonstration Scheme

The main factors underlying the scheme arc briefly
as follow: —

(1) The avoidance of anything dirty or repulsive to
students.

(2) Practice and theory are twins. Theory without
practice is uninspiring, and has little attraction for
youth.

(3) Wooden moulding boxes, patterns, coreboxes,
etc.—exact replicas of those used in actual foundry
practice—can be made by students.

(4) The sands and the binders used can be of any
kind, e.g., red loam sand, sea sand and cereal or other
binders, all clean to handle.

(5) The place of metal is taken by wax, which is
easily melted, and can be used over and over again.

(6) A stove is necessary to “dry ” the cores at a
low temperature.

(7) “ Runners and risers ” will be exactly as in actual
commercial practice.

(8) The “castings ” in wax can be stripped from the
mould and cores by ordinary cold or hot tap-water.

(9) A wide variety of “castings” can be produced
equally well.

(10) Boys can carry out their own ideas at home.

(11) Faults, due to insufficiently-heated wax, or too-
rapidly-cooled wax can be seen (short “runs” and
brittle castings), just as in metal castings.

Actually, the whole range of foundry practice can be
reproduced, using wax instead of metal and reduced tem-
peratures in place of the high temperatures of molten
metals. Core-binders are selected to conform to low-
temperature disintegration under water. The high costs
of producing and casting metals are avoided, whilst all
the materials used can be used over and over again.
Older readers of the Journar will remember that the late
Mr. Harry Brearley used stearine wax to demonstrate
the freezing of steel ingots.

Those who visit the British Industries Fair at Castle
Bromwich will be able to inspect this teaching process
on the company’s stand, No. D146. Interested foundry-
men, teachers, and instructors can obtain additional
information by writing to Hamblet Works.
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Iron Foundry Advisory Team

The team set up by the British Cast Iron Research
Association, with the support of the Joint Iron Council,
has now been completed and will visit iron foundries in
the United Kingdom to study and report on their oper-
ating etiiciency. The leader of the team is Mr. J. Hunter,
who has had considerable experience in the design and
equipment of foundries, and who has been for the last
six years manager and chief designer of the foundry-
cquipment division of Stone-Wallwork, Limited. Mr.
A. A. Timmins was trained in the laboratories of the
Association and has since had responsible managerial
experience in the industry. Mr. J. A. Ballard took the
Diploma of the National Foundry College in 1948 and
then spent two years in a number of foundries as a
holder of a Fellowship of the Worshipful Company of
Founders. The reports of the team will be confidential
to the member-firm, and any British iron foundry may
become a member of the Association by completing an
application form, which will be furnished on request.
An engineer, Mr. W. D. Bamford, a.m.ie.e., has also
been appointed to advise foundries anxious to meet the
requirements of the “ Garrett Report” on heating and
ventilation problems.

Lectures in Foundry Practice

The Institute of British Foundrymen, St. John Street
Chambers, Deansgate, Manchester 3, announces that a
revised edition has been produced of “ Lectures in
Foundry Practice—Specimen Notes for Teachers,” based
on the Intermediate Examination in Foundry Practice of
the City and Guilds of London Institute. The new
edition (the first appeared in November, 1945) has been
thoroughly revised, and is available free of charge to
teachers of foundry subjects, Technical Colleges, Educa-
tion Authorities and firms operating works' schools.
This is a good example of how the Institute materially
assists the industry for which it caters.

Spanish Metallurgical Conference

The Spanish Iron and Steel Institute is holding its
second annual meeting in Madrid next October. The
conference will last about a week and will include visits
to the more important industrial regions of Spain as
well as social gatherings and sightseeing excursions in
the capital city. Details of this meeting can be obtained
by writing to Senor Don Ingenerio Augustin Plana, In-
stituto del Hierro y del Acero, Villanueva 15, Madrid,

Spain.

Unemployment fell between January 15 and Feb-
ruary 12 by 31,600, bringing the total out of work to
302,000. Details of the employment situation issued by
the Ministry of Labour indicate that the switch-over of
labour to rearmament may have already begun. Particu-
larly significant is an increase of 23,000 in the labour
force at the end of January in the metals, engineering,
and vehicles group of industries, where the bulk of de-
fence orders has so far been placed.

Correction.—In the Paper “ Oxygen in the Produc-
tion of Carbon Steels from the Arc Furnace,” by Mr.
A C. Brearley. printed in last week’s issue, it was
stated that the denth to which the oxygen lance was
inserted in the bath was 4 ft. 6 in.; this should have
read 4 to 6 in.
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Conference on Malleable Cast

Well-attended Technical

on Wednesday, Thursday and Friday, March 14
to 16, there was held at Ashorne Hill, near Leaming-
ton Spa, a technical conference on malleable cast
iron, organised by the British Cast Iron Research
Association, and attended by some 150 delegates
from both large and small foundries all over the
country. Perhaps the most stimulating of the con-
tributions were those devoted to hot-blast cupola
melting, and these, when the Papers are published
by the organisers, will be welcomed by all iron-
founders, not only malleable. All other phases of
malleable practice ranging from raw materials to
finished product were ably dealt with in a pro-
gramme which included 19 Papers, by Authors each
eminent in respective sections of malleable founding.
Considerable discussions followed the reading of
the Papers, those on hot-blast cupolas being pro-
longed to late sessions. In the evenings, films were
shown, including the series of four American films
on gating systems for metal castings, prepared by
the U.S. Naval Research Laboratory, which have
been reviewed previously in these columns.

Generally speaking, the conference was divided
into three sections; the first, on the Wednesday
afternoon, concerned mainly founding considera-
tions; then there was a whole day devoted to melt-
ing and annealing furnaces; finally, on the Friday,
metallurgical aspects were considered. In the brief
report which follows, the Papers are dealt with
seriatim, but it should be realised particularly with
the discussions that there was inevitably some slight
overlapping.

Dr. J. E. Hurst, J.P., president of the Associa-
tion, opened the conference and welcomed those
attending. The objects of the proceedings were,
he said, to stimulate interest in new processes and
developments in the malleable field and to discuss
the merits or demerits of the various proposals.
Following the president’s speech there was a short
address by Mr. H. G. Hall (president of the Associa-
tion’s malleable castings sub-committee), who
occupied the chair at this session. Mr. Hall was
impressed with the need for close scientific control
of the industry from knowledge accumulated and
arising from research at headquarters as well as ex-
periences freely interchanged among members.
So far, however, he said, there was little evidence
that the increased knowledge was being applied,
save in isolated cases. The present conference
should help to remedy the matter, as well as pro-
viding an indication of terrain where further in-
vestigations were necessary. Secrecy, said Mr.
Hall, was still too common in the malleable
industry, and he quoted the value of free inter-
change of ideas without detriment to healthy com-
petition, which was such a feature of American
industry.

Founding Matters

The first of the Papers started appropriately
enough with raw materials, and was by Mr. N.
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Sessions at Ashorne Hill

Gray (of Guest Keen Baldwin’s) on the pig-iron
position. After brief historical notes, the reasons
for the present dire shortages of suitable pig-iron
for the malleable trade were given as (a) that
government control prevented the accumulation of
adequate stocks of blending grades, and (b) the
dearth of Spanish ore and stockpiling by America
had aggravated the position. The high manganese
content of the available irons was causing much
difficulty in processing.  In the discussion several
speakers confirmed Mr. Gray’s remarks from their
own experience, but it was left for Mr. Hall from
the chair to point the complaint that as only some
60,000 tons of the required grades of pig-iron was
needed, surely this comparatively small “ parcel ”
could be furnished if producers really got down to
the job.

Leaving raw materials, the second Paper, by Mr.
J. Hunter (B.C.I.R.A.) dealt with mechanisation of
malleable foundries. Particularly valuable features
of this Paper were the theoretical approach from
the viewpoint of labour saving and the applicability
of mechanisation in stages to small, medium and
large foundries. It appears that the manual effort
required to produce one ton of castings involves the
movement of 55 tons of material, an operator walks
5.55 miles, and 100 ft.-tons of energy are expended.
On this Paper, discussion from the body of the hall
was mainly concerned with points of detail—time
required for cooling on conveyors, merits of dif-
ferent systems, segregation of types of castings,
trouble with hot sand, and so on. Mr. Roxburgh
reported satisfactory experience of mechanisation
of a large malleable foundry, and Mr. Hall of a
small one.

The final paper of this session was by Mr. J.
Roxburgh (Ley’s Malleable) on the feeding and
gating of malleable iron castings. This was particu-
larly well illustrated, many types of conventional
and experimental methods being described as applied
to this metal. Blind and open risers, whirlgates,
Connor runners (modified), strainer cores, dimen-
sions and yields all were ably considered from a
very practical standpoint. It appeared in discus-
sion that the average yield in a range of malleable
castings from ozs. to one owt. (majority 5to 6 Ib.)
was 50 to 55 per cent, over-all.

Hot-blast Cupolas

Two papers which opened the proceedings on
the Thursday morning, with Mr. Hall again in
the chair, provided what, without being derogatory
to the balance of the papers, might be termed the
high-lights of the Conference. These concerned
hot-blast cupolas and were respectively “ The Hot-
blast Cupola ” by Mr. O. Mattern (Steinmiiller,
Gummersbach, Germany), dealing mainly with the
theoretical side and “ Practical Experiences with the
Hot-blast Cupola” by Dr. K. Roesch (Bergische
Stahl-Industrie, Remscheid, Germany) which con-
centrated on constructional and operational aspects.
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Conference on Malleable Cast Iron

mThe Authorslhad come from Germany on the
invitation of the Association personally to present
the papers; Dr. F. Schulte (Birlec Limited) agree-
ing at short notice to act as interpreter during the
discussions; both papers were read by Mr. H.
Morrogh (B.C.1.LR.A)).

In his opening remarks, Mr. Mattern said that
all the hot-blast cupolas which have been put into
operation in the last few years have proved suc-
cessful after overcoming initial difficulties. The
difficulty of operation varied with the design. It
was clear to-day that only the waste gas of the
cupola should be used for preheating the blast as
a separately-heated preheater was not so satisfactory
economically. However, it must be kept in mind
that the cupola waste gas was a weak heating
gas and that the sometimes rather considerable
amounts of dust in this gas could produce some
troubles.  The following requirements must be
satisfied by a hot-blast cupola:— Fulfilment of the
metallurgical and thermal technical requirements;
a simple and clear layout which is economical;
easy handling and reliability in operation, and easy
cleaning of the air preheater. Continuing, the
Author, aided by diagrams, dealt lucidly with the
logical developments of the well-known heat-con-
servation, transmission and conversion formulae
applied to blast-heating and their effect on cupola

practice. An interesting apparatus for determining
ignition points of cupola-gas mixtures was
described, the Paper concluding with general

theoretical observations on water cooling. Points
from a short discussion, which was all time per-
mitted at this juncture, concerned stratification of
charges, effect of cold starts, maximum economical
blast temperatures and coke ratios, possible
danger of explosive mixtures (discountenanced) and
efficiency of recuperators. It was mentioned that
furnaces at Stanton’s “ Dale ” foundry are shortly
to come into operation with hot-blast systems of
the. Steinmiiller type.

Dr. Roesch’s Paper likewise was greeted with
much enthusiasm. This described several designs
of hot-blast systems developed in Germany, with
remarks on the metallurgical and financial
advantages accruing. In the main, it was the
foundries specialising in malleable cast iron and
in the production of very high quality grey irons
which were interested in the use of hot-blast cupola.
These foundries have a high coke consumption
owing to the relatively large proportion of coke
they are forced to incorporate in the charge. Then
were listed seven factors favouring hot blast and
the Paper dealt with these severally in the instal-
lations so far worked. Boiled down, it would
appear that under German conditions, a 30 per
cent, saving of coke was possible and that instal-
lation charges for a small -furnace could thus be
written off in 21 yrs. and in H yrs. for a large
one. Whether the same saving would obtain with
good-quality coke was a question raised in discus-
sion, the answer being that economies would be
less but would remain substantial. Conversely hot-
blast permitted the use of poorer coke and, as steel
carburisation was easier in the new set-up, more
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steel could be incorporated in the charge, thus
cheapening the mixture. Discussion also disclosed
that 19 installations of hot-blast systems are under
construction or operating in this country, eight
being for white-heart malleable. One of the latest
German designs with a spiral type of blast heater
was said to be very,promising, particularly with
cupolas up to 7 tons per hour capacity. This plant
heated the blast to a maximum of 450 deg. C.—
quite adequate for malleable production—the
installation being relatively cheap.

Pulveriscd-fucl Melting

Pulverised-fuel melting of metal for malleable
was the next sub-group. In this section was a
Paper by Mr. H. W. Perrott (Alfred Herbert,
Limited) on historical aspects and physical factors
governing malleable iron production from station-
ary air furnaces and concluding with the Brackles-
burg rotary. Much use in these plants is being
made of unit pulverisers for each furnace and their
construction and modus operandi was detailed. The
advantages claimed for this type of fuel firing were
low first cost, large-batch operation (a 23-ton fur-
nace will produce its first charge at 1,500 deg. C. in
S§ hr. and the second in 6i hr.). Over-all fuel con-
sumption was of the order of 10 cwt. per ton
melted; the power required was about 65 h.p. for
the 23-ton furnace, and maintenance was very
moderate. It appears that 90 per cent, of American
production of black-heart iron is from the station-
ary air furnace, duplexing from the cupola being
sometimes arranged.

In the early afternoon, the second Paper on this
method of melting was given by Mr. P. Fassotte,
the well-known Belgian foundry engineer, on the
Sesci rotary pulverised-fuel-fired furnace. Here a
number of operational charts were used to demon-
strate the uniformity of metal temperature (con-
sistently over 1,450 deg. C.) and reliability of com-
position of metal emanating from this source.

Oil-firing

The Paper by Mr. W. D. Bullows (Castings,
Limited) also dealt with a rotary-furnace installa-
tion (in the Author’s foundry) but this was of the
oil-fired variety. The foundry layout for two 3-ton
capacity furnaces was detailed, particular attention
being paid to the special controls applied to the
fuel (Creosote pitch) and air supplies, which play so
important a part in the uniformity and reproduce-
ability of metal-melting schedules. Discussion of
the two previous Papers was grouped, such items as
hydrogen contamination, carbon pick-up, lining
consumption (60 Ib. per ton melted with a mono-
lithic siliceous lining for the oil-fired furnace
quoted), fuel consumption and space economy
were among points raised.

Next in the series on melting was a Paper by Mr.
E. Kay (Gloucester Foundry, Limited), entitled
“ Practical Aspects in Duplexing.” Although three
systems of duplexing arrangements—(a) cupola/
receiver/rotary, (b) cupola/air-furnace, and (c)
cupola/electric-furnace—were- described, chiefly in
respect of American practice, the Author, from his
own experience, gave a detailed account of the first
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system. Points of major consequence included the
use-of a heated ladle as a receiver and the report of
an American de-sulphurising practice using soda ash
in a flow-through reservoir with a syphon slag trap,
the whole being situated in the cupola spout. Sul-
phur reduction and permissible contents, basic-lined
furnaces, cupola controls and other operating details
subsequently formed the basis of expressions of
opinion among the delegates. The temporary re-
luctance of a speaker during this discussion to dis-
close information unilaterally was seized upon by
Mr. H. G. Hall as a case illustrating his initial re-
marks from the presidential chair deprecating this
non-co-operative attitude.  On an invitation being
extended by Mr. Hall to open his own organisation
for a full inspection, the speaker withdrew his objec-
tion and offered full reciprocatory service.

Mallcablising Furnaces

The last Paper of the afternoon session brought
the conference to the subject of malleablising fur-
naces, Mr. H. W. Perrott opening consideration of
this phase with * Pulverised-fuel Furnaces for An-
nealing Malleable Cast lIron.” For annealing, it
appeared that the ring-main system of pulverised fuel
conveyance as distinct from the individual pulveriser
unit held advantages where numerous furnaces had
to be served, some on “heat” and some being
charged or discharged. Much valuable detailed in-
formation was given as to layout, methods of work-
ing and costs.  For a continuous, pulverised-fuel-
fired furnace working for 2\ years on the annealing
of conduit fittings, typical figures were as follow:—

Per ton

Annealed.

£ s d.

Depreciation s 10 4
Annealing cans 19 6
Oro . 1 3
M aintenance (oven) 6
Maintenance (crusher) 2
Fuel (coal at 53s. 10d. per ton) 14 6
POWEr 3 6
Wages 312 0
Total... L£7 12 9

In the late evening, after the technical film show,
the discussion on hot-blast cupolas was prorogued.
A further 1J hrs. were occupied in considering
mainly the possibilities of advantageous carbon
pick-up at the higher operating temperatures of
hot-blast cupolas. It appeared that the difficulties
initially encountered with dust in the cupola gases
had been somewhat over-emphasised.

Metallurgical Aspects

The Friday session opened with a Paper by Dr.
F. Schulte on “ Metallurgical Considerations on the
Gaseous Annealing of White-heart Malleable.”
Although the two phases—décarburisation and
graphitisation—take place simultaneously, for the
sake of clarity they were considered separately in this
well-balanced summing-up of malleablising re-
actions. It was stated that for thin sections (up to
1 in. thick) décarburisation predominated and above
that thickness graphitisation became increasingly im-
portant. The conditions required in each phase to
give maximum desirable properties for the shortest
annealing cycle were next described in detail, the
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Paper concluding with a listing of advantages and
possibilities of the gaseous process. The comple-
mentary Paper which followed was on the present
position of the gaseous annealing of malleable cast-
ings by Mr. P. F. Hancock (also of Birlcc, Limited).
Dealing first with annealing of white-heart, the
Author said that, at the present time, there are nine
foundries in Great Britain using a total of 14 fur-
naces; abroad 10 furnaces are working, including
two in France, four in Italy, and one each in Hol-
land, Finland, South AfFica and Australia; addition-
ally, 16 are under construction.

The furnaces described were mainly of the eleva-
tor type, electrically heated, with two independent
hearths for a single furnace, each raised into posi-
tion in turn by means of a hoist. Typical dimen-
sions Were 14 ft. by 5 ft. by 2 ft. 6 in. high for
the heating chamber.  The electrical system was
rated at 300 kw. maximum. Atmosphere control
was established by injecting steam from a small
boiler into the furnace and relying on the water-
gas reaction with the charge to maintain the desired
balance. Detailed constructional and operational
features were described.  Annealing times from
48 hrs. for thin sections to 3 to 4 days on
up to 3-in. sections were said to be normal. The
heating period on full electrical load was usually
arranged at night-time. Black-heart annealing in
this furnace was so far less practised, but no diffi-
culties were apparent. For this process the atmos-
phere generated by the castings themselves in the
sealed furnace was satisfactory. A short Paper on
the general economics of gaseous annealing, as
carried on in Germany, was next read by Mr.
Morrogh on behalf of Dr. Roesch. A Table was
given comparing the performance of modern
gaseous methods of annealing with the old ore-
packing method in pit furnaces.

The three Papers on gaseous annealing were then
shortly discussed. One member said his firm en-
countered more distortion of castings with gaseous
annealing but he appeared to represent a minority;
it being agreed that careful packing and segrega-
tion of the work was the secret of securing freedom
from distortion. One contributor said that a pro-
cess had been developed for “ bright ” gaseous an-
nealing. Costs for gaseous annealing were quoted
of the same order as those given for the pulverised-
fuel-fired furnace.

After short break, Mr. E. Hunter (Incandescent
Heat Company, Limited) described a controlled-
atmosphere furnace for black-heart annealing (the
Lee-Wilson furnace) utilising radiant gas-fired
tubes. Elaborate automatic control of the heating
cycle was a feature claimed for this furnace. As
distinct from the electric elevator-type, the gas-
fired furnaces operated on the lift-off cover
principle. Full working details were quoted. Further
discussion then followed on the whole of the
morning’s Papers, many points as to operating
methods, fuel consumption, and costs being raised
by questioners. With so many advantages appar-
ent from gaseous annealing.it might have been
illuminating to hear why so many plants still oper-
ate the old processes; one was left with the impres-
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sion that the high capital outlay must figure largely
in the apparent reluctance of the smaller founders
to change.

Miscellaneous Papers

In the afternoon, under the chairmanship of
Dr. J. G. Pearce (director, B.C.I.R.A.) the confer-
ence delegates considered a number of Papers on
miscellaneous aspects of malleable practices. Metal
composition and annealing of black-heart malleable
from the point of view of the practical operator
was dealt with by Mr. P. H. Shotton (Shotton Bros.,
Limited). He described rotary-furnace melting, with
stress on the importance of correct C/Si ratios,
in conjunction with can-annealing in ground slag,
neutral ore or sand in the orthodox manner. Next
was a Paper by Mr. S. W. Palmer (B.C.I.R.A.) on
the function of the Mn/S ratio in annealing pro-
cesses. In this connection it was said that about
one-third of the British malleable industry pays
too little attention to this matter of sulphur control.
Items that need watching were enumerated, as well
as a few freak results which could be given by frac-
ture tests and the like.

Once again, discussion of these Papers was fruit-
ful on matters of details. Some amazement was
expressed generally that American producers
seemed to “get away with ” such high sulphur
contents in their malleable production

A third Paper by Dr. Roesch, this time on special
varieties of white-heart malleable, was next read,
this again being done by Mr. Morrogh. Two vari-
ants (a) and (&) were described: —

(a) The first process involved the preparation of
an iron to a typical composition of: S. and P.,
below 0.08; Si 0.40, Mn 0.6 to 1.0 per cent, with
carbon as low as possible. This was being made
in Germany by a rotary or duplex melting process
in conjunction with de-sulphuruation in basic-lined
ladles apd with further S. and P. reduction in a
basic furnace. A metal much resembling ordinary
cast steel with a yield point at 18 to 25, tensile at
32 to 42 kg. per sgq. mm. and an elongation of 26
to 30 per cent, was the result.

Process (b) required a secondary annealing opera-
tion to be carried out at 730 deg. C on normal
white-heart iron to produce a spheroidised-pearlite
structure, much favoured by the automobile indus-
try because of its easy machining properties. At
question time it was disclosed that the type (a)
material was preferred to steel castings only in so
far as very thin sections could be produced. Weld-
ability was also a desirable property. For type (b)
a typical secondary anneal was 18 to 20 hrs. at the
temperature quoted.

The penultimate Paper represented a new
approach to the problem of refract'ories for the
malleable industry. With a view to acquainting
malleable founders with some of the characteristics
of materials which might usefuhy be incorporated
into furnace lining practice, the properties of basic
refractories were described in detail by Mr. C. S.
Hedley (Oughtibridge Silica Firebrick Company
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Limited. He also circulated among the delegates a
Chart showing the properties of basic furnace-lining
materials.  Proposals for ladles, cupolas and
rotary furnaces were next put forward. One mem-
ber of the audience later quoted his experiences
with basic-lined cupolas, much trouble with patch-
ing both from a mechanical and from a service
point of view being encountered. The opinion was
expressed that the high carbon pick-up in basic
cupolas might be unsuited to all but steel-scrap-
based malleable melts.

Nodular versus Malleable

It was fitting that the final Paper—on nodular
cast irons versus malleable irons—should be given
by Mr. H. Morrogh (B.C.I.LR.A.) speaking, as it
were, for the first time in his own right. What
promised to be highly controversial, in fact proved
less so by reason of the Author’s well-balanced and
carefully-reasoned summary. The relative merits
of magnesium-processed nodular iron were placed
in perspective vis-a-vis steel, malleable and grey
cast iron. Fields which might be explored as poss-
ible spheres of interest for the new material were
indicated. It appears that, to date, nickel is the
only really satisfactory carrier for the magnesium;
-that the production of low-sulphur base iron is
still a primary requisite and that toughness and
uniformity in thick sections is the special property
of nodular iron which seems to commend itself to
malleable founders. Treatment at present was said
to cost betwen £12 and £18 per ton of castings.
Very little of significance could be added in discus-
sion of such an admirab’e resume of the facts,
although a question on impact resistance did pro-
duce the news that the Association is at present
attempting to produce order from the rather chaotic
position obtaining nowadays with regard to this
property and the devious means taken for its evalua-
tion for modern cast metals.

Conclusion

Summing up, the conference was undoubtedly a
major advancement of malleable foundry technical
knowledge, much credit devolving upon organisers
and lecturers alike, not forgetting those members
who, from the body of the hall, contributed pertin-
ent comment. Here and there, the impression was
received that people connected with sales were per-
haps a little too enthusiastic as to the worth of
their productions, but on the whole commendable
efforts were made to stick to facts and figures.

The experiment of having preprints available for
some at least of the papers was by majority vote
approved. In this connection, private discussions
among the delegates seemed to favour advance
study of the papers which might supplant their
reading in full at the conference proper. Ten
minutes or so could be perhaps allocated in future
for the author to emphasise salient points, with a
consequently increased allocation of time for free
discussion of items earmarked by those attending.

At the close, thanks on behalf of the delegates
to lecturers, organisers, and Association staff were
warmly accorded.
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G. & J. Weir’s Foundry and Heat-
treatment Facilities

Manufacture of Auxiliary Machinery for Marine and Land Engineering Plant

rp HE products of G. & J. Weir, Limited, at Cath-

cart, Glasgow, cover a range of auxiliary
machinery for marine and land installations. Since
1886, this works has manufactured such products
as pumping equipment (e.g., for boiler feeding),
heat-exchange apparatus, evaporators, air com-
pressors, refrigerating plant, etc. Some 3,200
workers and staff are engaged, at present largely
concentrating on British shipbuilding, power
stations and equipment for export. The following
companies are subsidiaries:—The Argus Foundry
Limited ; Drysdale & Company, Limited ;
Zwicky, Limited, and Weir Housing Corporation,
Limited. Since the war, the various departments at
Cathcart have been extensively rearranged. The visitor
first enters the despatch, test and assembly shops,
then the machine shops where thesystem of grouping
machine tools by type has been adopted. The tool-
room is conveniently located in the centre of the
machine shops; other service and supply depart-
ments have similarly been arranged round the
machine and assembly shops. These include a
separate repair department, pattern-shop and
stores, welding shop and smithy, heat treatment
department, millwrights’ shop, etc. The manufac-
ture of the Weir piston valve chest and small
refrigerating plants takes place in a separate build-
ing. The works generates its own electricity; ample
steam is available not only for the turbo-
alternators but for testing, processing and heating
purposes as well. Descriptions of the foundry and
heat-treatment facilities are given below in some
detail.

Holm Foundry

Holm Foundry, Cathcart, is essentially a jobbing
foundry, producing castings required for the manu-
factures of G. & J. Weir, Limited. Repetition cast-
ings, suitable for mass production, are made at the
Argus Foundry, Thornliebank, about three miles
from the main foundry at Cathcart, where a mech-
anised plant is specially laid out for this type of
work. Fig. 1is a general view of the foundry at
Cathcart.

The products of Holm Foundry are in cast iron
and non-ferrous, including Monel metal. Castings
are principally shells for evaporating and distilling
plant, de-aerators, the larger sizes of pump bodies
and other jobbing work not suitable for a mech-
anised foundry. The main building at Holm
Foundry occupies seven bays and there is a small
annexe used as an experimental foundry.

Two cupolas supply metal for iron castings.
Originally these were both of the same capacity of
8 tons per hour, but one has since been lined to
give a melting rate of 5 tons per hour. Both
cupolas are fitted with receivers. . Behind the

cupolas and under cover is the stockyard, and
serving them is an overhead 2-ton charging
crane. Charging is effected by use of a drop-bottom
buckets operated by the crane man.

Different types of sand and coke are all hopper

stored. A 20-ton lift takes loaded lorries to an
overhead platform to be discharged into their
respective  hoppers. Distribution of materials

to various parts of the foundry is by electric
power truck and trailer. The bulk of the work in
this foundry is made in dry-sand and loam; there is
a small green-sand section for small non-ferrous
castings.

Sand Plant

A central sand-preparation plant in the centre
bay of the foundry supplies all sand used for mould-
ing, and from the mould knock-out, sand is carried
by apron conveyor into a rotary screen where
foreign lumpy material and dust are extracted. The
sand then passes over a magnetic separator for
removal of scrap, sprigs, etc., and is elevated to a
storage hopper, and from there by bucket elevator
to' the mill. Prepared sand can be obtained from
one side of the mill and distributed by crane tubs
to different moulding stations, and from the other
side it is elevated.to a 20-ton storage hopper to
feed the Sandslinger. The capacity of the plant is
15 tons of prepared sand per hour.

The Sandslinger operates on rails across the ends
of the four centre bays and the operating arm has
a radius of 20 ft. from the centre of the track.
Practically all dry-sand moulds are rammed by the
“ Slinger,” only the most awkward points of large
moulds are rammed by hand or pneumatic
rammers.

Mould Drying

Drying of moulds is by five large pit stoves.
Four of these stoves are independently fired by
coke dry producers, and the fifth has been recently
modernised using air recirculation and is fired by a
thermostatically controlled under-feed coal stoker.
Moulds for the large evaporators, both dry-sand and
loam, are dried in situ by portable coke-fired dryers.

In the oil-sand core-shop, all sand is dried by a
static drier, and prepared in two “ Rotoil ” mixers.
Four batch-type drying stoves are in use in this bay
for core drying and all are fired from one unit;
temperatures are controlled and recorded. There
are four larger batch stoves in the loam core shop,
three of which are fired from one unit, the fourth
having its own independent unit, where very high
drying temperatures can be obtained if desired.
Situated in two of the bays are four pits for use
of heavy loam and dry sand moulding.
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Fig. {— General View of the Holm Foundry of G. & J. Weir, Limited, Catlicart.
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The Dry-sand Bay with a

Sandslinger in Operation is on the Right-hand Side.

Non-ferrous Sections

Ample melting capacity serves the non-ferrous
section. A 5-ton air furnace copes with the large
gunmetal and manganese-bronze castings. For
smaller heats there are four 450-Ib. coke-fired filters
and four natural-draught pit furnaces. The
capacity of the lift-out crucibles is 200 Ib. each.

Monel metal is melted in two 400-Ib. and one
600-1b. oil-fired tilters. A half-ton capacity electric-
arc furnace is used chiefly on reclaiming Monel
borings and bulky Monel scrap. A transformer
supplies current at 2,500 amps, and 66 v. to the two
manually-operated electrodes. The bulk of Monel
is used for impellers where high strength and
corrosion resistance are required. Miscellaneous
castings demanding the same properties take up the
remainder. In connection with impellers, a special
section of the foundry, located in the annexe, is
devoted to experimental work. The chief object of
this section is to explore means of producing better
surface finish, especially in the passage ways of
impellers, greater dimensional-accuracy, and pro-
duction of prototype castings. Even so, the bulk
of the work of this section goes into direct produc-
tion along with the main foundry. Melting equip-
ment in the section consists of two 120-b. oil-fired
lift-out furnaces and one oil-fired 250-1b. filter.
One central metal control store serves the whole
of the non-ferrous sections. All the metallurgical
aspects of melting throughout the foundry are
under direct laboratory control.

The dressing shop is equipped with a shot-
blasting chamber and four large power-driven saws
for the removal of heads from large non-ferrous
castings. Fourteen overhead cranes, ranging in
capacity from 3 to 25 tons, plus three small
jib cranes, serve the seven main bays of the foundry;
there isa 1-ton crane in the annexe. Heavy mould-

ing boxes are stored in the yard and this is served
by a 5-ton overhead crane.

Heat-treatment Department

The heat-treatment department contains all the
essential equipment for a large works of this nature,
for treating cast iron, stainless steel, S.11, nickel-
chrome, for normalising mild steel, and heat-treat-
ing all fabricated work within the size of the
furnaces. There are five coal-gas, natural-draught
regenerative furnaces of varying sizes, the smallest
being 3 ft. deep by 18 in. wide by 12 in. high and
the largest 8 ft. deep by 3 ft. wide by 27 in. high.
The maximum temperature of these furnaces is
1,150 deg. C. They are controlled by Cambridge
regulators, which maintain the temperature auto-
matically to within + 3 deg. C. of the predetermined
figure, and also shut the furnace down at a speci-
fied time. The method of control is by the opera-
tion of a magnetic valve in the gas line to each
furnace. Near the furnaces are two large quench-
ing tanks, one for oil and one for water, and a
cooler through which the oil is circulated to dissi-
pate the heat. All welded structures are heat-treated
to remove any stresses.

Adjacent to the gas furnaces are two electric salt
baths, one for heat-treatment of high-speed steel up
to 1,230 deg. C. and a. low-temperature salt, pot for
stress relieving high-speed steel. The pots are inter-
changeable for nitriding. A double-chamber gas-
fired tool furnace is installed beside the salt pots and
operates at the same temperatures. The high-tem-
perature chamber is a muffle with a gas curtain to
prevent oxidation.  Tools are quenched in an air
blast at the side of the furnace and tempered
immediately.

(Concluded on page 343.)
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Emphasised at a

Rochester Foundry

Kent Alloys, Limited, was established in the late 'thirties as a “ tied ” concern serving the non-

ferrous casting needs of Short Bros., then of Rochester.

It has changed hands, grown and

developed much since that time and an iron foundry, die-casting shops and ancillary sections

have been added.

To-day, in many respects, the foundries may be described as a model

establishment, the underlying motif throughout being quality through the medium of superla-

tive technical control.

just before the war, Short Bros., Limited, estab-
lished a foundry at Rochester to provide non-ferrous
castings tor their own production of aircraft, a
company known as Kent Alloys, Limited, being
formed to operate this new undertaking. Due to
the exigencies of the situation which developed, the
foundry was soon called upon also to supply cast-
ings to other manufacturers of service equipment,
and capacity was increased by the addition of a
mechanised foundry.

In 1946, the establishment was taken over by
private interests. Owing to the decreased demand for
aircraft castings, it was considered desirable to
extend the scope of the business and an iron foundry

was therefore started up. Gravity and pressure die
casting production of non-ferrous castings was
extended. In addition, various manufactures were
developed such as the “ Airofier ” space heater and
other items, which have since been discontinued.
Three years ago a change of management took
place, which was followed by further reorganisation
and expansion.

Scope

The iron foundry side of the business has been
considerably developed and further extensions are
still in progress. The products of this foundry
include hand-moulded work from loose patterns up

Fig. 1.—Plan View of the Foundries of Kent Alloys, Limited, showing Ancillary Departments and the
Locations of Some of the Plant.

1—Sand store.
2.—Sand plant.
3.-~Cupolette.
4.—Coremaking.
5.—Shot blast.
6.—Inspection.

7.—Core oven.

8.—W heelabrator.

9.—Heat-treatinent.

10—Planning dept.

11.—Test house and
drawing library.

12.—Despatch stores. 18.—Dic-casting

13.—X-ray dept. machines.
14—M aintenance and 19.—Core oven.

training shop. 20—Moulding machines.
15.—Metal store. 21.—Gas producer
16.—Lilt-out furnaces. 22.—Sand mill.

17.—Bale-out furnaces. 23.—Sand drier.
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to about 6 cwt. and also machine-moulded castings.
There is a fully-mechanised non-ferrous foundry
where hand- and machine-moulded castings are pro-
duced in aluminium and copper-base alloys, as well
as a magnesium foundry similarly equipped.
Finally, there is a die-casting shop equipped for
both pressure and gravity production. The engin-
eering side has been extended by the installation of
a considerable quantity of additional plant, thus
enabling the company to undertake the machining
of castings to customers’ requirements. The estab-
lishment also includes a fully-equipped pattern-
shop and a toolroom for the production of dies, the
factory being entirely self-sufficient in both these
respects. Additionally, there are very well-equipped
chemical, physical and metallurgical laboratories
and a radiological department with all the neces-
sary facilities for radiographic inspection and pro-
cessing of films. In a factory which is extensively
engaged for the production of high-precision air-
craft parts, a very rigorous system of control and
inspection is necessary to meet the exacting require-
ments of the A.l.D.  Since there cannot be two
different standards of work within a single concern,
commercial customers are assured of high-class
castings produced under the same closely controlled
conditions.  The present staff of the factory is
about 450, the ratio of works to office staff being
approximately 3 to 1. Machine moulding is em-
ployed wherever possible, careful attention being
devoted to gating and risering and to the simplifica-
tion of moulding generally. Consequently the pro-
portion of semi-skilled labour in the various
foundries is extremely high. A plan of the
foundries is shown in Fig. 1

Patternshop

The foundries’ substantial requirements of both
wood and metal patterns are produced in a large,
exceptionally well lit and fully-equipped shop (Fig.
2). Both ends and one side of the shop consist
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Fig. 2—General View of the
Patternshop at Kent Alloys; Note
the well-spaced Work Benches
and the Good Natural Lighting.

mainly of glass and each bench is provided with
two lamps. Most of the wooden patterns are pro-
duced in mahogany. Metal patterns are used
wherever the batches are large enough or likely
to be repeated.

Iron Foundry

On a 44-hr. week basis, the iron foundry has a
melting capacity of 50 to 60 tons. The melting
equipment consists of two cupolas, each capable of
melting 2 tons per hr., and a cupolette of 1 ton per
hr. capacity® The grades of cast iron normally
supplied are covered by British Standard 1452,
Grades 10, 12 and 14. Fig. 3 shows a portion of the
foundry floor with pouring in progress.

The moulding sand used in the iron foundry
consists basically of a loam known as “ Naybro,”
which is found in the' vicinity of the works and
resembles certain grades of Erith.  Erith silica sand
is used for cores throughout the foundries, except
in the magnesium section. Most of the iron cast-
ings are moulded in green sand, but a fair amount
of dry-sand work is undertaken, the drying ovens
being coke-fired. The foundry is served by over-
head gantry cranes and one jib crane.

Molten metal is distributed on overhead runways
in ladles of about 5 cwt. capacity and poured into
hand-shank ladles for the smaller work. A i-ton
ladle is used for large castings. The castings are
knocked out on the floor and the sand is fed by
hand to a “ Rapid ” plant capable, of handling 2-3
tons per hr. The conditioned sand is distributed
to the hand moulders in barrows, the machine
operators being supplied from large trucks moved
on hand trolleys. The machine-moulding section
is well-equipped with 12 in. and 14 in. jolt machines,
in addition to roll-over machines for larger work.

A feature of the iron foundry coreshop is the ex-
tensive use of female labour, even for relatively
heavy work, special equipment having been de-
veloped to facilitate the movement of the larger
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cores. A special cradle device enables two women
to ram up and handle with ease a box weighing

cwt. when full of sand. After ramming, the box is
turned over on to the cradle, on which the core
plate is supported at such a height that its base is
level with the top of a second table. Thus it re-
quires little effort to slide the plate on to the second
table and thence on to a roller track, from which
the work is loaded on to trucks for conveyance to
the drying oven and subsequently to the core stores
for issue to the moulders in due course. For quan-
tity production of some of the smaller work a core-
blowing machine has been installed.

Non-ferrous Foundry

The non-ferrous foundry produces castings in a
large number of aluminium and copper alloys,
a typical casting being shown in Fig. 4. This
section is served by a fully-mechanised sand-
treatment and distribution plant supplied by
Augusts, Limited, which delivers from 4 to 5 tons
an hour and is large enough to cope with a con-
siderably increased shop production. The sand
mainly used in this foundry is a different grade of
“ Naybro ” from that employed for ferrous cast-
ings, a limited quantity of Mansfield being also used.

Sand System

Sand from the knock-outs is collected by a
hopper-type chute and falls on to a 132-ft. long
apron-type plate conveyor, which feeds an inclined
belt conveyor elevating to a rotary screen unit situ-
ated on the other side of the gantry. This conveyor
is some 60 ft. long and travels at 150 ft. per min.
Before reaching the rotary-screen unit the sand is
carried under a rotating band-type magnetic separa-
tor. As it travels through the screen unit, non-
ferrous scrap, large pieces of hard sand and other
materials are eliminated, the lighter dust and silt

Fig. 3.— View of the Iron Foundry.
Floor-banked Moulds arc being
Poured.
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being removed by an extraction plant. From the
base of the screen unit the sand discharges on to
another inclined belt and can be fed into either of
two large storage hoppers. From the base of the
hoppers the sand discharges into a bucket- loader,
where a percentage of new sand is also added when
necessary before the bucket is elevated and tipped
into a Simpson mixer. After milling, the sand passes
over an aerating pulley and is discharged into a
hopper from which it feeds on to a horizontal rotat-
ing table. A plough then guides it on to an inclined
belt conveyor leading up to a central overhead belt
conveyor. This belt discharges sand into 20 over-
head hoppers arranged in pairs along the centre of
the foundry-bay.

Formerly 16 hoppers supplied pairs of straight-
lift machines placed back-to-back, the remainder
feeding roll-over type machines arranged side-by-
side. This arrangement was designed for the simul-
taneous production of copes and drags by each pair
of machines, but the set-up and moulding methods
have been modified to suit the requirements of a
more varied production programme. At present, the
machines are so laid out as to form five self-con-
tained units. Each unit has its own knock-out, on
either side of which are roller-conveyor tracks serv-
ing the machines. Within the area enclosed by these
two outer tracks is an overflow track and a sloping
central roller track for the return of empty boxes.
The finished moulds are transported on plates on
one of the outer tracks and, after coring up, pre-
viously-prepared runner bushes are put on. After
pouring and cooling, the castings are knocked out,
the sand falls to the underground conveyor pre-
viously described, and the boxes are returned to the
moulders along the central track. Each batch of
castings, together with its record card, is loaded into
a special “ Eccles” truck for transport to the
fettling shop.
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Fig. 4,—Light-aUoy Sand Casting; Note the Intricate
Corcing and Contrasting Sections.

This foundry has a melting capacity of 15 tons
weekly and can handle castings up to 120 Ib. The
melting units are arranged in line opposite the five
knock-outs and include oil-fired tilting and gas-fired
pit furnaces, an electric furnace, and a bale-out
unit. Altogether there are 12 furnaces, so placed as
to allow pouring with the minimum delay.

Hand Moulding

The hand-moulding section is located on the
opposite side of the overhead sand conveyor from
the machines. As the machines are no longer
grouped in pairs throughout the entire plant, hand
moulders are able to draw their sand from a con-
venient hopper on their side of the bay. The area
occupied by the hand moulders being relatively
small, provision has been made on their side of the
foundry bay for a well-appointed core-shop for the
light-alloy department. This shop is equipped with
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its own battery of sand mills for light-metal and
copper-alloy moulding, a proviso being that the
sand used for cores and moulds for DTD. 300A
aluminium is a special mixture and has to be
separately milled.

As in the iron foundry, women are extensively
employed in making cores. The cores are loaded
into steel storage racks and transported by lift
trucks to coke-fired drying ovens. On emerging
from the oven, they are checked, re-loaded on to.
the racks, and taken to the core stores. When
cores are issued to the foundry, the racks, each
containing a complete set, are moved to a con-
venient position for the moulders, and when empty
are returned to the core shop. This system elimin-
ates unnecessary handling and minimises the risk of
damage to the cores.

Heat-treatment

The heat-treatment of alloy castings is carried out
under direct laboratory control. Methods of load-
ing and supporting castings during heat-treatment
are carefully considered for each new type of com-
ponent in order to avoid distortion. High-tem-
perature solution treatment is given in electrically-
operated pit-type furnaces (Fig. 5), with pyrometric
control, transference to the quench tank being
effected by a rapid electric hoist. Ageing or low-
temperature treatments are carried out in long,
resistance-heated ovens equipped with air circulat-
ing fans.

Die Casting Shop

The die casting shop is capable of producing
pressure die castings weighing up to Ib. and
gravity die castings up to 10 Ib. The pressure work
is done in four Polak and two Edgwick machines.
The metal is melted in 11 bale-out and one oil-fired
tilting furnace, having a total weekly melting capa-
city of 25 tons. Examples of die-castings produced
are shown in Figs. 6 and 7.

Fig. 5—Part of the Heat-treatment
Department, showing a Pit-type
Electric Furnace and (r.h.s.) a
Loaded Cage of Castings await-
ing Heat-treatment.
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Magnesium Foundry

The magnesium section is, of course, segregated
entirely from the other foundries and has its own
coremaking and fettling arrangements, as well as its
own sand mill. The sand used is a *“ synthetic”
made up of a rather coarser, clay-free Bedford silica
sand with “ Fulbond ” as the binder and sulphur
and boric acid as inhibitors. Three Macnab mould-
ing machines are used in this foundry and floor
moulding is also undertaken. Certain special pre-
cautions require to be taken during moulding, such
as harder ramming and closing twice. Melting is
done in three pit furnaces having a total weekly
capacity of 2§ tons. Visors are worn during pour-
ing, and, due to the rapid cooling of the metal, all
doors and windows have to be closed whilst casting
is in progress. The fumes are removed by two
extractor fans and the atmosphere clears very
quickly when the doors are opened after pouring
has been completed, the finished castings are given
the usual chromating treatment. Fig. 8 shows half a
landina wheel cast in maanesium allov.

Fig. 6.—Liglit-alloy Gravity Die-castings, comprising
Body and Lid for a Domestic Pressure Cooker

Fettling Shop

With the exception of the magnesium products,
castings from all the foundries are transported to a
central fettling shop. After the cores have been
knocked out and the runners and risers removed, all
castings are treated in a Wheelabrater machine.
They are then given a preliminary inspection and
pass in the truck, as a complete batch, to the fettling
benches. These arc equipped with both bench-type
and floor-mounted buffs, and each operator buffs as
well as fettles his own castings. Every casting is
viewed and stamped by an inspection department
situated inside the fettling shop and is then passed
out for any radiographical inspection or heat-treat-
ment required.

Laboratory Control

Samples from a proportion of each day’s melts
are sent to the chemical laboratory, so that a full
chemical analysis of both alloying elements and
impurities may be carried out. For most of the
routine analysis, the laboratory uses modifications
of well-established volumetric and gravimetric wet
methods, supplemented by electrolytic methods.
These processes are constantly reviewed in the light
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Fig. 7.— Complicated Light-alloy Gravity Dw-
casting for which a Multi-part Die was used.

of fresh information and experience. The equip-
ment of the laboratory includes a Spekker photo-
electric absorptiometer and a Hilger medium spec-
tograph and microphotometer, together with a com-
parator and projector. This equipment makes it
possible to detect and determine minor impurities
which might be missed during general routine
analysis by wet methods.

Melting procedures have been worked out for
each type of alloy, and it is the responsibility of
the furnace charge-hand to sec that the desired
melting conditions are maintained. Each furnace
operator keeps a daily log-sheet on which are re-
corded the details of every melt. These sheets are
sent each morning to the laboratory, where the
recorded figures are analysed and transferred to
monthly records. This procedure gives valuable
information regarding the behaviour of various
types of refractories, the efficiency of furnaces and
comparative melting costs.

Fig. 8.—Magnesium-alloy Casting comprising a
Half Landing Wheel Hub for Aircraft.
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Technical Control Emphasised at a Rochester operators, but for fluorescent-screen examination
Foundry and the interpretation of negatives only qualified

Each bank of furnaces is provided with pyro-
meters, which are used by the furnaceman to con-
trol melting temperatures. Actual casting or ladle
temperatures are determined by portable instru-
ments employing lightly insulated thermocouples,
which give almost instantaneous readings. All ther-
mocouples used in the works are made in the labora-
tory and checked either by freezing point determina-
tions or against a standard platinum/platinum-
rhodium couple.

Charge Make-up

All furnace charges originate from a central metal
store and are accompanied by a melt card giving
details of the raw materials and foundry scrap com-
prising the charge. This card bears a melt series
number, which is ultimately assigned to the fettled
castings. In addition, aluminium identity tabs are
later inserted into the liquid heads of test-bars and
one or two of the castings, as well as into any excess
metal cast into chill moulds. At the time of pour-
ing, the types and numbers of castings, tempera-
tures, and other relevant details are recorded on the
card, which remains with the castings throughout
subsequent operations. One copy of the record is
returned to the store with the scrap, which is weighed
into the store. In the case of non-ferrous alloys, a
fresh furnace charge is then made up by the addi-
tion of virgin metals. In this way it is possible to
identify the scrap with the melt from which it came,
or to deal with any queries arising in regard to
materials even after an interval of several years.

Physical Testing

Test-bars from each melt are delivered to the
mechanical testing section and identified by the
numbered aluminium tabs, which are then trans-
ferred to the ends of the bars. After the bars have
been machined to standard size, a 15-ton Amsler
hydraulic testing machine is employed for determin-
ing ultimate tensile strength and percentage elonga-
tion, these tests being supplemented when required
by proof stress and hardness determinations.

The metallography section is equipped with a
Vickers projection microscope, an automatic polish-
ing machine and a Fisher mounting press, together
with a thermostatically-controlled darkroom which
houses, in addition to the photographic apparatus,
a laboratory ultra-violet lamp for surface crack de-
tection by the fluorescent method. Micro-examina-
tion of sections from castings is not carried out on
a routine basis, but is confined to investigations into
the causes of abnormal properties in castings and
materials, to development work, and to examina-
tions in connection with the development of foundry
techniques for new castings.

Radiographic Inspection

The radiological department is equipped with
three X-ray units. Radiographing of castings and
processing of films are carried out by trained girl

radiologists are employed. All castings for service
aircraft are individually inspected, an average of
10 per cent, of the castings for civil aircraft being
similarly examined after the founding technique for
that particular casting has proved to be satisfactory.
In addition, requests for radiographic examination
are constantly received from commercial customers
as a safeguard against any possible wastage of
machining effort. Since an individual casting has
frequently to be photographed from several angles
in order to cover all the stressed positions, the num-
ber of films is extremely large, necessitating the em-
ployment of a staff of ten,' including the radiolo-
gist, his two assistants and the girl operators.

“ First off ” castings, after being checked dimen-
sionally, are passed to the X-ray department. The
radiographs taken are jointly examined by the
radiologist, metallurgist and foundry foremen, who
discuss any faults shown and the methods by which
these may be corrected. Test-pieces are cut from
the more-highly-stressed parts of the casting and
submitted to,the appropriate laboratories for micro-
examination and tests of mechanical properties.
This complete process is repeated until a satisfac-
tory casting is obtained, the foundry technique being
then approved for that particular casting. In the
case of hand-moulded castings, it has been found
useful to photograph the casting complete with
runners and risers.

Products

In addition to the production of aircraft com-
ponents, the company caters for a very large variety
of commercial customers, such as the motor-car,
electrical, textile, printing and grain-machinery in-
dustries. Complete sets of castings for tyre re-
treading machines are produced, as well as numer-
ous machine castings for shoe manufacturers.
Typical of work undertaken is the casting and
machining of components for the printing trade.
Orders are despatched mainly in the company’s own
lorries, which deliver within a 50-mile radius of
London and sometimes even further afield.

A considerable staff is employed on maintenance
work. All moulding boxes are checked for accuracy
every week and all pinholes and pins are also
checked. Besides keeping the foundry equipment
in satisfactory order, this department is responsible
for repairs and building maintenance throughout the
factory.

The company is keenly interested in the welfare
of its workers. The establishment includes very
well-appointed first-aid and medical centre under
the charge of a certificated nurse, where such facili-
ties as violet-ray treatment are available. A can-
teen is shared with the neighbouring factory. Fine
sports grounds adjoining the works include a foot-
ball field, a bowling green and three tennis courts.
There is a social club which organises such activi-
ties, as the various sports clubs, holds social events
at regular intervals in local halls, and arranges
Christmas parties for employees’ children.
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Foundry Conditions in Great Britain

Discussion of Mr. J. Gardotn's Paper to the I.B.F. South African Branch

at a meeting Of the Institute of British Foundry-
men (S.A. Branch) held at Barclays Bank Building,
Johannesburg, on October 26, 1950, Mr. H. Godwin
read a Paper written in England by Mr. J. W.
Gardom and entitled “ Foundry Conditions in Great
Britain.”* This Paper was contributed by the
London branch of the Institute in exchange for ‘a
South African Paper by Mr. H. G. Goyns, entitled
“A Review of the South African Foundry
Industry.”

The meeting was attended by about 30 members

and visitors. The president of the branch, Mr. S.
Jane, was in the chair.
In his introductory remarks, 'Mr. Godwin

explained that he was deputising for Mr. Goyns,
who was in Britain on a business visit. He said
that Mr. Goyns’s Paper had been read by Mr.
Gardom at the 47th annual general meeting of the
Institute at Buxton, England. During a recent visit
to England he (Mr. Godwin) had had the privilege
of attending the annual* meeting of the Institute
and it had given him great pleasure to see how
very well the South African Paper had been received
there.

M r.Jane Opened the discussion on Mr. Gardom’s
Paper by thanking Mr. Godwin for the able manner
in which he had read it. In his opinion the Paper
was crammed with good points on which
there could be some healthy argument. It was good
to know that foundrymen overseas seemed to be
suffering from many of the troubles that caused
complaint in the Union. They were short of labour,
existing apprenticeship training was not all that it
might be, and so on. Mr. Gardom’ remarks on
sands seemed to offer a good subject for discussion.

Vote of Thanks

Mr.Holdsworth, in proposing a vote of thanks
to Mr. Gardom and Mr. Godwin, said that 15
years had passed since he left England but it
appeared that fundamentally the conditions in the
foundry industry had not changed much. One
point that came into prominence when comparing
the development of the foundry industries in Britain
and South Africa was that in Britain they were
able to take foundry labour from the floor and
advance it to the machines. The labourers there-
fore got an opportunity to learn the foundry trade
thoroughly. In South Africa it often happened
that a man who didn't know what a foundry looked
like inside would be taken off the street and made
to serve as a machine moulder. On the whole,
however, Mr. Holdsworth felt that the foundry
industry in South Africa had nothing of which it
should be ashamed.

He went on to say that the Author’s remarks
on apprenticeship training had been particularly
interesting. He would like to hear from Mr, God-

*Paper printed in our issues of February 8 and 15, 1951.

win something of what he had seen in regard to
apprenticeship training during the time he spent in
England. Mr. Holdsworth expressed the opinion
that an apprentice could never be too well trained.

He personally had served his apprenticeship in
Britain the hard way. All the apprentices at that
time had served as general helps, passing from one
job to another, and then at the age of 19 they
were .put to work with a journeyman.

Mr. Marais said he definitely agreed with the
Author that better control was possible through the
use of a semi-synthetic sand. Synthetic sand, as
everybody knew, was inclined to rat-tail very
badly; such difficulties could be avoided by start-
ing with semi-synthetic sand.

Dealing with the general picture of development
in the Union’s foundry industry, Mr. Marais ex-
pressed the opinion that South Africa could hold
its own against any industrial country in the world.
With her labour resources the Union was favour-
ably placed. If the stage could be reached where
each native was applied only to one particular
operation, and if the foundry industry were given
the opportunity to handle production with a really
large “ number off,” South Africa would be able
to produce castings cheaper than any other country.

Apprentice Training

Referring to Mr. Holdsworth’s remarks on
apprenticeship training, M r. G odwin said his short
visit to Britain had not given him an opportunity
to study apprenticeship training as a whole. He
had been able to see a few schemes in operation,
however, and he had been particularly impressed
by a Meehanite apprenticeship training school in a
private foundry. It was worthy of note that the
apprentices in that school wfcre not there to fetch
and cariy. They worked in what was really a
small foundry set aside especially for their use.
The apprentice, to start with, was given a thorough
schooling on patterns. Before he ever started
moulding he was made to realise that a pattern
was a work of art and that it should be carefully
looked after. Secondly, the apprentice had to mix
his own sand. The result appeared to be that
the young men in the school were really interested
in their job, and they were learning fast. Another
important point was that the apprentices were
allowed to make their own tools. As far as actual
moulding was concerned, the apprentice was told
how the job should be done and then he was left
to do it—if he made a scrapper he was told why
the casting had turned out that way and then
he was left to make another. Mr. Godwin felt
that the introduction of such a training scheme in
South Africa would result in a marked improvement
in the training of foundry apprentices.

Mr. Bitr referred to the remarks made by the
Author on the development of British foundries
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and said he would like to place on record, as a
parallel to Mr, Gardom’ survey, the outstanding
development of the foundry industry in South
Africa. Mr. Marais had not been qguilty of
exaggeration when he remarked that, given the
quantities. South Africa could compete with any
country in the world.

Mr. Bill went on to say that it had been interest-
ing to hear about the malleable foundry in Britain
which had a regular production rate of 90 boxes

per hour from one pair of »pin-lift moulding
machines.
Mr. Gardom had mentioned that itl was not

always wise to change over to synthetic sand, and
he (Mr. Bill) had been glad to hear that a South
African sand expert—Mr. .Marais—held the same
opinion. A study of sand practice was always in-
valuable because any step in the direction of im-
proving sands led to sand control, which after all
was the criterion—and not necessarily the sand used.

Another point in-the Paper which was of extreme
interest to South African foundrymen was that Mr.
Gardom apparently preferred the rigid moulding
box. Mr. Bill felt that when smaller boxes
were used the steel -box was much superior.
Aluminium boxes were such a recent innovation
that few foundrymen could claim to have had much
experience of them, and in any case it would appear
that the initial cost would be prohibitive in all but
highly mechanised foundries.

Mr. Bill said he had seen the overhead vibratory
knock-out device referred to in the Paper, and it
was true that it had definite advantages in certain
applications.

Sand Cooling

It was interesting to know that Mr. Gardom
recommended the cooling of sand after knocking
out. In his (Mr. Bill’s) experience such cooling
caused weak moulds, and to overcome the weak-
ness and the “sticky ” tendency it was necessary
to use linseed oil. Very regular pattern cleaning
was also necessary.

iMr. Ward pointed out that the use of pattem-
plate heaters would eliminate sticking.

On the question of apprenticeship training, Mr.
Ward said the remedy was in the foundryman's
own hands. A general shortage of European
labour of all kinds was at present making itself
felt in South Africa. As far as the attracting of
youths to foundries was concerned, there had been
a tendency for the other trades to skim the cream
of the country’s youth. That was a state of affairs
that should not be allowed to continue. The
foundry was a difficult place to make beautiful;
the foundry trade was not a luxury one and there
was a certain amount of hard work attached to it,
but nevertheless the foundry industry in the Union
had to find some way to make the trade more
attractive.

As far as the actual training of apprentices was
concerned, only the large shop could take a number
of apprentices under the wing of craftsmen, and
in the large shops the young men certainly under-

FOUNDRY TRADE JOURNAL

MARCH 29, 1951

went a comprehensive .training course; but the train-
ing of apprentices;in large shops only would never
keep the industry supplied with the required
number of skilled men. Apprentices generally dis-
liked having to attend school for five years, and
there was a committee sitting at present which
would consider the possibility of shortening the
time spent in the classrooms; the school syllabus
and the terms of apprenticeship would also come
up for revision.

Referring to the Author’s remarks on core sands,
Mr. Marais Said green-sand cores had been used
in South Africa. At that time, however, the ex-
perimenters had not known enough about the sub-
jectand they could not control the moisture content.
Since then their knowledge had increased, and Mr.
Marais was confident that they could now use
green sand cores successfully.

Research Association

mMr. iMcGowan said the foundry industry in
Britain was to be congratulated on the part it had
played in the increased production of high-duty
irons, but of course British foundries were in a very
advantageous position to help in the improvement
of metal practice since they had at their disposal
a very useful tool in the form of the British Cast
Iron Research Association. He understood that
a levy was imposed by the Association on every ton
of iron bought, so that every firm was automatically
a member of the Association. All foundries
could get first-hand information and advice by writ-
ing to the Association, and Mr. McGowan felt that
the South African foundry industry would benefit
considerably if a similar association were formed
in the Union.

(Mr.W ard pointed out that, pending the idealistic
formation of suoh an association in South Africa,
there was nothing to prevent South African firms
joining the British Cast Iron Research Association.
The annual subscription paid by each member firm
to the Association was based on the number of
workers employed by the firm.

A visitor Who had recently arrived in the Union
from Britain said that in a jfew months he had seen
some very good production in South African
foundries. On the whole it seemed that employees
in the British foundry industry were given better
equipment to work with than were South African
employees, but the Union's foundry industry pro-
duced some outstanding work and there would be

nothing to choose between British and South
African workmanship if identical equipment
were used. It was true that in South Africa the

industry did not have the range of pig-irons or the
cheap sands which were available to the British
foundry industry.

Referring to the British Cast Iron Research
Association, the visitor informed the meeting that
the British Government every year paid in to the
Association as much as had been collected by the
Association from member firms. Thus every £50
paid in by members was an investment-from which
they could expect to derive £100 worth of benefit.
The production of 90 boxes per hour from one
pair of pin-lift machines—meritioned in the Paper
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—was an exceptionally high output, but he had
seen girls on pin-1ift machines making 50 to 60
boxes jper hour. With all the mechanical aids
given to them they did their work so rapidly that
it was difficult to keep one’s eye on the process
from stage to stage. In conclusion, the visitor stated
that he had seen castings made in the Union which
could not have been produced any better in
England, apart from the finish. Any tendency
towards inferior finish, however, -was due to the
pig-iron and sand used.

Mr. Pienaar pointed out that the Author had
expressed surprise at the fact that steel moulding
boxes were not common in South Africa, yet
seemed himself to prefer the cast-iron box. What
was the most common box in England?

Mr. Godwin Said he had not visited a foundry
in Britain producing as many as 90 moulds per
hour but had come across several in which the
regular output was about 60 per hour. He had
been round several mechanised foundries and it
seemed that a large proportion of the boxes used
were of steel. He had visited a number of foundries
using only aluminium alloy boxes, which were
beautifully made, precision-cast jobs.

The visitor Who had previously spoken stated
that if a complete survey were made it would
probably be found that the number of steel boxes
used in England would be balanced by the number
of aluminium boxes. Many foundrynren who had
gone over to steel had given them up because they
became badly distorted when used with hydraulic
down-sand-frame machines—and they now used
cast-aluminium boxes. In his opinion, the cast box
that breaks was preferable to the steel box.

M r. Bit1 considered that the choice of the
aluminium-alloy box would be dictated largely by
the factor of economics. If one were handling
small batch work the initial cost of aluminium
boxes would prove prohibitive; but if one had
really big runs to handle the aluminium box was
very attractive. Mr. Bill expressed the opinion
that the steel box was being ousted by the tapered
aluminium snap flask. Conservative foundrymen
still had a lot to say against aluminium boxes, but
he felt that the advantages of aluminium were such
that the wooden snap flask would ultimately dis-
appear completely.

A member said he had been associated for a
number of years with apprenticeship training both
in England and in South Africa, and what had
struck him more than anything else was the dif-
ference in enthusiasm Shown by English and South
African apprentices. It was apparent that
apprentices in England were distinctly more
interested in their jobs than their South African
counterparts. In England some time ago the prin-
cipal of a technical college supported a proposal
that a small foundry should be established at the
college, and sent out a questionnaire to all foundries
in the district asking for comments and suggestions.
The proposal met with immediate response and a
number of firms donated equipment for the
foundry. In a matter of weeks the foundry was
“in production,” and the enthusiasm shown by the
apprentices was astounding. Many firms allowed
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their apprentices time off to attend special periods
in the foundry. There were 12 students split into
two or three groups, each group handling a different
job.

J iMost South African students resented the fact
that they had to attend classes. They felt that
the curriculum did not apply to their jobs, and
there was a general lack of interest in the technical
college side of their training. The member con-
sidered that the establishment of a small foundry
attached to a college would soon arouse the
enthusiasm of South African apprentices, with
beneficial results for the foundry industry as a
whole. The scheme would not be a success, how-
ever, unless firms were prepared to co-operate with
the college and give the scheme their full support.

Royal Society Elects New Fellows

The Royal Society met in London on March 15
and elected 25 new Fellows. Among them were the
following: —

H. Fronticn, Professor of Theoretical Physics,
Liverpool; G. Gee, director of the British Rubber
Producers’ Research Association; G. Herzberg,
director of the division of physics of the National
Research Council at Ottawa; L. B. pfeir. director
of research of the Mond Nickel Company. Limited;
M. H. L. pryce, Wykeham Professor of Physics at
Oxford; W. J. pugn, director of the Geological
Survey and Museum, London; J. A. Ratcliffe,
Reader in Physics at Cambridge; P. J. Du Toit,
president of the Council of Scientific and Industrial
Research, South Africa; A. M. Turing, assistant
director of the computing machine laboratory at
Manchester University; A. R. J. P. Ubbelohde,
Professor of Chemistry at Queen’s University, Bel-
fast.

G. & J. Weir's Foundry and Facilities
iConcluded from page 334.)
Treatment of Shafts

Heat-treatment of shafts is an important feature
in this department, as G. & J. Weir, Limited, make
large numbers for their turbines, centrifugal pumps,
compressors, etc., and two vertical pit type furnaces,
electrically heated, are used. These furnaces are
22 in. dia. by 108 in. deep, and operate at a maxi-
mum temperature of 1,000 deg. C. A feature of
these furnaces is that the depth is divided into three
zones, each controlled by a regulator, a step trans-
former allowing a variation of current in each zone
so that shafts varying in diameter can be heated
equally in spite of the difference in the section of
the metal. An overhead runway above the pits
allows shafts to be immersed in oil or water quench-
ing tanks and returned to the furnace without dis-
mantling the hanging tackle.

Among other equipment in this department are
two sizes of cyanide salt baths for case hardening,
with circulating water quench. These baths are
only used for very delicate parts and for tools for
shops use. Gudgeon pins, etc., are all carburised in a
pot and refined and tempered in either gas or electric
furnaces as usual.
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Statistics of the National
Insurance Schemes
By F. J. Tebbutt

Practically everyone is now insured under the
National Insurance Schemes, employers and employees
alike paying towards same by contributions and also
via tax paying, so interest is doubtless present concern-
ing certain aspects of the schemes. Therefore we give
a few statistics arising from the first Report of the
Ministry of National Insurance, which covers the period
from November 17, 1944 (when the Ministry was
formed) to July 4. 1949, but mostly this article refers
to the first year, the schemes fully starting July 5, 1948,
the first year’s working ending July 4, 1949. Before the
actual start of the schemes, the Ministry were occupied
in arranging for the taking over of the Health Insur-
ance scheme from the Approved Societies and the
Contributory Pensions Schemes from the Ministry of
Health, and the functions of the Ministry of Labour
so far as Unemployment Insurance and Assistance.
Furthermore the Family Allowances scheme (passed hy
the war-time Coalition Government) came under the
new Ministry.

Family Allowancess—By July 4, 1949, 2,970,000
families were taking family allowances being in respect
of 4.700,000 children, costing roughly £60 millions a
year. Incidentally this is receivable irrespective of
parents’ income, but not for the eldest or only child.
Over 63 per cent, of the families receiving had only
two children under the age limit, that is receiving one
allowance; families of six or more children totalled two
per cent.

Main Scheme

There were ¢,000 approved societies of moderate
size in the old scheme taken over, covering an in-
dividual membership of six millions, with an aver-
age of fewer than 50,000 membership for each society.
There were in addition 43 large societies, with a mem-
bership, of 13 millions. The principal office of the
Ministry is at Newcastle-upon-Tyne, and the site covers
an area of 64 acres, with a staff of 7,700. The records
of each insured person are kept there, and kept under
the National Insurance number of the particular person
(to be found on front of the person's contribution
card) so it is important always to quote this number
when communicating with the authorities, as otherwise
when benefit is required there may be delay in authoris-
ing this. It will be understood that there may be many
a person named John Smith, but only one number for
each person. There are, of course, local offices spread
over Great Britain, 983 full-time, 321 part-time or sub-
offices, these being grouped into ten regions for
England, each with a controller, Scotland and Wales
having controllers in Edinburgh and Cardiff respectively.

An illuminating remark in the Report is that immedi-
ately after the start of the scheme (July 5, 1948) being
holiday months, inquiries at seaside resorts were sur-
prisingly high, it being stated that evidently holiday-
makers used their spare time during wet weather in
seeking shelter and information at the same time.

Items of Interest

The married women working for an employer
can elect not to be insured and nearly one million
elected not to pay. The new scheme brought
four and three-quarter million more persons into Un-
employment Insurance. During the first year, there were
thirteen million benefit payments, totalling £20 millions.
For sickness benefit the first year brought 39 million
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new claims averaging 140,000 a week. At one time the
number of persons receiving benefit was as high as
1,100,000 but as the summer months arrived, the num-
ber dropped to 800,000.

On June 30, 1949, there were 4,100,000 men and
women receiving retirement and old age pensions.
Roughly 8,000 men and women reach pension age each
week (i.e., men 65, women 60) and about two-thirds of
the men and rather less than half of the women go on
working, and so defer pensions, which means that when
they do take pensions, the rate will be higher than the
ordinary 26s. (being Is. weekly for every 25 contribu-
tions paid after the age of 65 (women 60). Pensions
at 65 (women 60) however are not payable unless there
is retirement. At 70 (women 65) the pension is payable
irrespective of whether working or not and any amount
of earnings can be drawn. At the end of the first year,
there were 452,000 widow pensioners; 10,000 allowances
for orphans were being paid.

Industrial Injuries Insurance—This scheme applies to
injuries at work (taking the place of the old Workmen’s
Compensation Scheme) and claims for injury benefit
remained fairly constant at 15,000 during the year. Dis-
ablement benefit claims totalled just under 44,000 in
the year under review, but these are now running at the
rate of 80,000 a year. Death benefit claims nearly
reached 200 a month. All these benefits are weekly
benefits, the death benefit, of course, going to the widow
and other dependents. Injury benefit is payable for
six months when it becomes disablement benefit, pend-
ing an assessment being made of the injury when a
disablement pension (permanent) may be awarded.

Reservists and National Insurance

The Ministry of National Insurance announces that
the employer’s contributions under the national in-
surance scheme will be paid by the Service authori-
ties for reservists and members of the auxiliary forces
called up for training.

The employee’s contribution will be deducted from
his Service pay.

Army and Air Force reservists and auxiliaries called
up for 15 days or three months should not take their
national insurance cards with them, but should take a
note of their national insurance number which they
can get from their employers. The cards should be kept
by employers and exchanged at the usual times.
Officers and men recalled to the Navy or r.af. for 18
months’ service must take their national insurance cards
with them.

B.S.A. Expansion

The Birmingham Small Arms Company, Limited,
has acquired the share capital of Triumph Engineering
Company, Limited. Mr. James Leek, managing direc-
tor of B.S.A. Cycles, Limited, and B.S.A. Guns, Limited,
Mr. James MacLaren. managing director of B.S.A. Tools,
Limited, and Mr. J. Sangster. chairman of Triumph En-
gineering, have been elected directors of the Birmingham
Small Arm- Company.

It was officially stated that there would be no change
in the management of the company, which would be
conducted by the same board.

The British Standards Institution Monthly Infor-
mation Sheet for February, 1951. lists amongst new
standards issued, B.s. 1121. Part 17: 1951 Methods for
the analysis of iron and steel. Part 17: Titanium in
permanent magnet alloys (2s,). Part 18: Chromium in
ferro-chromium (ls.).
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Women in the Foundry

By Christina Hyde* B.A.Oxon.

With the accelerating defence programme, the
demand for more and more female labour becomes
more insistent. As during the war years, it is the

foundry industry, for so long a masculine strong- °never going to accept a job just as a

hold, where additional dilution must follow swiftly
in response to the changed requirements. The
operation of the dilution is to a large extent, how-
ever, based on the experience gained since 1940.
Even so, women in the foundry will always present
a somewhat specialised problem in industrial
welfare. Looking back over the history of female
labour in the foundry, one finds nothing comparable
with other industries, to which women seeking work
have always gravitated. In some of the old Black
Country foundries, there has always been a small
nucleus of women, almost all being coremakers.
Their predecessors flocked with their men-folk into
foundries which thrust up so rapidly during the
early years of the industrial revolution, so that for
certain families and for some districts there was
a tradition of belonging in the foundry.

Such women in foundries, however, were an out-
growth to the dominating male set-up, were un-
catered for as women, and themselves contributed
little save service to a production unit. Not until
1941 was a permanent place made for them, partly
through strong female dilution, but largely through
impetus of the great new cult of industrial welfare.
Since those years of the past war when women
emerged not only as coremakers but also as
moulders and die-casters, they have had a recog-
nised place in the foundry industry. Women are in
foundries to stay and the industry has to adjust
itself accordingly.

Suitable Activities

For some time, it was thought that only the
“rougher ” type of women would be attracted to
the so-called “ dirty ” industries. It soon became
clear, however, that foundries could and should,
offer a satisfactory job to the capable, superior girl,
whose work was more than a meal ticket to her.
Job classification is now fairly well established.
Although women under press of circumstances
turned an efficient hand to such work as moulding
and casting, their essentially permanent sphere lies
in small core making, light dressing, filing (where
no man can equal their deft fingers), machining,
pressing, stamping, packing and viewing. Here,
indeed, is a vast field for productive contributions.
The rapid development of die-casting in this
country—a process accelerated by war demands—
has opened up a wide sphere for women in the
foundry, the smallness of the castings offering much
scope for the manual dexterity of a female worker.

Given the job allocations, what remains for the
foundryman is to establish a background congenial

*Women’s Personnel Officer, Binnid Industries.

to the foundrywoman. It must be a deliberately-

created environment, a purposeful, selective,
domestic setting and atmosphere.  The female is
“job,” as a

man does. She will always be alert and responsive
to the trappings. She will make good cores if she
is comfortable at a bench, satisfied with the shop,
and happy with the people around. She is not
always articulate (in spite of the fact that she can
raise a storm when she is “upset” by anybody
or anything), and does not always know that, com-
pared with men, she is more resistant to discomfort;
that she works better if the bench is adjusted to her
height; if she does not have to bend and stoop in
blacking up; if the conveyor is at hand to take her
core-trays; if she does not have to shovel up too
much sand; carry too-heavy patterns, boxes, and
SO on. With good environment, warmth, good
lighting, adequate cupboards, cheerful cloakroom,
and a shop where the “ feminine ” element is
deliberate and exclusive, she will imperceptibly do
better work. It is imperative that this environment
be deliberately created and not casual. It is also
imperative that somebody must turn regularly an
official eye to weight lifting; splintered patterns and
coreboxes; unsafe hammerheads; provision of seats
and so on. It is essential that management listens
sympathetically to complaints about draughts and
poor lighting, for these things matter to women.
Obviously one must keep a tight grip on anything
that ranks as “feminine privilege,” but certain
privileges are sheer horse sense that reap a dividend
in managerial as well as individual interest.
Releasing the women through the clocking station
five minutes before the men, for instance, so that
they can avoid the masculine rush for canteen or
transport, such a small concession establishes in the
women a feeling of being cared for.

Special Welfare

There is little doubt that women need this indi-
vidual care, and it is that attitude which the foundry
must accept and translate into daily practice. The
fact raises some difficulties.  Solutions must be
sought to the following questions:—Women like
novelty—how to satisfy them, for it is impossible for
economic and production reasons to have excessive
internal transfer; how is one to check the outset of
boredom which results in so high a labour turnover
among female staff; how to counteract the volatility
and lack of application that so many modern
youngsters show?  The answers seem to be to
exercise patience and adroitness in giving them in
managerial terms what they want; to initiate the
women into the established social and sports clubs;
to open up channels where they specifically shine
(such as a hobbies exhibition); fuss endlessly over
the canteen on their behalf (for they are ruthless

(Continued on page 346 at foot of column two)
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Notes from the Branches
Scottish

The annual meeting of the Scottish branch of the
Institute of British Foundrymen was held on March 10,
Mr. J. G. Arnott presiding. The president of the Insti-
tute (Mr. J. J. Sheehan, b.sc.) and the national secretary
(Mr. T. Makemson, m.b.e.) were present. In his Report,
Mr. John Bell, the honorary secretary, gave his usual
detailed analysis of the membership and financial posi-
tion of the branch. The total at 495 shows a loss of
14 as against 1950. In the course of his Report, Mr.
Bell stated that the meeting with the Dundee Institute
of Engineers was again a very successful gathering. On
this occasion the speaker was the president, Mr. James
G. Arnott. He was well supported by a contingent of
members from the west, while the local members, resi-
dent north of the Tay, were there in full force. The
effect of all these Dundee meetings was now beginning
to show itself. Dundee is 80 miles and Arbroath 100
miles from Glasgow, and while there are visits to the
meetings in Glasgow from members living in Dundee
and Arbroath—and even from as far away as Aber-
deen and Fraserburgh—one can hardly expect them to
come very often. To meet the needs of these members,
the formation of a Discussion Group is being con-
sidered. This will certainly be a worth-while effort
because, whereas the branch formerly had only one or
two members in the north, it now has quite a number.

On the morning after the meeting in Dundee those of
the members present at it paid a most interesting and
instructive visit to the works of the National Cash Regis-
ter Company, Limited. Again the branch were greatly
indebted to Mr. David Whyte, hon. secretary of the Dun-
dee Institute—and now a member of the branch—for
the great help given on this as on previous occasions.

The meetings of the Falkirk section were again under
the guidance of Mr. John Leith, president, and with the
help of the local .council and Mr. David Fleming as
hon. secretary, a V|ry successful session had been held.

Oliver Stubbs Award

The branch shared in the honour conferred upon Mr.
John Arnott for the outstanding work he had done
during the many years of his membership. The list of
his services was both long and impressive. The General
Council, like their own branch council, were convinced
of the value of his work and in recognition of it had
conferred upon him the “ Oliver Stubbs ” medal for
1950. He congratulated Mr. Arnott on this well-
deserved honour.

There being no “ John Surtees ” competitions in Scot-
land this year, the opportunity was taken to hold a
short-paper competition. Quite a few years ago one
of the Scottish members who desired to remain anony-
mous gave a sum of £10 10s. to be used as prize money
for such a competition. Two similar competitions had
been held not much earlier, and it was felt desirable to
defer the new competition for a period. The entries
were in the hands of the examiners, but it was doubtful
if the name of the winner would be known in time for
publication in this Report. The prizes would be pre-
sented at the business meeting on March 10. The
thanks of the branch had been given, and were again
offered, to the member through whose generosity this
competition had been made possible.

A notable event in the year under review was the
visit paid to the works of Glenfield & Kennedy, Limited.
Kilmarnock. It was perhaps the most successful visit
ever organised by the branch. No fewer than 183 mem-
bers accepted the invitation and were present. Mem-
bers were greatly indebted by Mr. H. Gardner and his
co-directors for the kind invitation and for the excel-
lent arrangements made by them for the inspection
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of their works and also for their generous hospitality.

It was interesting to record that both the " Mclnnes
Shaw ” prize-winners were present at the opening meet-
ing in October. They were:—Mr. James Gurney, Glas-
gow, “ Patternmarking and Mr. A. M. Stoddart,
Wishaw, “ Foundry Practice.” At the meeting both
lads were congratulated by Mr. Arnott, who presented
each of them with a copy of the Productivity Team Re-
port on Grey lIron Founding. He reminded members
how 25 years ago the president received the second John
Surtees Gold Medal.

The following were elected as office-bearers:—
As president, Mr. R. R. Taylor: as vice-presidents; Mr.
A. J. D. Black and Mr. J. Cameron, junr.; as members
of council, Mr. H. J. M. Connacher, Mr. J. M. Douglas
and Mr. C. Marsh; as representatives to general council,
Mr. John Cameron, junr., Mr. J. Cormack, Mr. Alex.
Marshall and Mr. Tom Shanks; as representative to
technical committee, Mr. James McPheat; as hon. secre-
tary, Mr. John Bell.

New Steel Plant in Sweden

A new Thomas steel plant, with a capacity of
over 500,000 tons >per annum, was started up recently
at the iron and steel works of the Domnartvets Jern-
verks, Sweden. The layout and designs were made by
John Miles & Partners (London), Limited, consulting
engineers.

The plant is located adjacent to the blast furnaces,
and consists of three 25-ton converters of new design,
each converter being operated by electric blowers and
hydraulic tilting mechanism. A 1,000-ton gas-fired hot
metal mixer, electrically operated, feeds the three con-
verters. The new methods of operating the converters,
with the necessary additions, have been incorporated in
the layout, and the plant is so designed that future
extensions can be readily made.

The Thomas converter bottoms are prepared by a
vibrator ramming machine, the dolomite bricks by a
brick press.

Women in the Foundry
(Continued from page 345)

and exacting critics of canteen services and it is
folly to pooh-pooh their verdicts); provide cloak-
rooms with towels and a proper supply of hot
water, soap, etc., of a type superior to that arranged
for the male element.  Above all, workshops and
supervision where there are female employees must
be permeated with a feminine slant and influence.
None of this will be wasted; nor is it benevolent
and sentimental. It is soberly practical and
utilitarian. A special stool, with a back rest; a neat
personal cupboard; well-cut sandwiches for the mid-
morning snack—all these details of “ welfare ” will
have a direct ratio of response on production
efficiency in the women. Foundries in recent years
have entered the vanguard of development in
intelligent welfare. Centres of superb craftsman-
ship, of technical skills and initiative second to no
other trades, they have, however, in their essential
masculinity, lacked good domesticity from the
feminine standpoint. Now that the women are
there in increasing numbers as a permanent element
(about 10 per cent.) the foundry itself will rapidly
change. The distaff side has never permitted itself
to be ignored.
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European Steel and Coal

Schuman Plan Agreements ltiilialled

the draft Of a treaty setting up a “ European steel
and coal community ” under a supra-national
authority was initialled in Paris on March 19 by
representatives of France, Western Germany, Bel-
gium, Italy, Luxemburg, and the Netherlands. The
treaty implements the Schuman plan, which was
first put forward by the French Government under
the name of its Foreign Minister in May of last
year. M. Schuman and M. Monnet, who shared
with him the conception of the idea, was present at
the signing of the treaty.

M. Monnet, who is head of the French planning
department, in a speech after the signing, stressed
three points which he said characterised the
scheme. They were:—(1) The supra-national
character of the proposed community; (2) the crea-
tion of a single market of 150,000,000 consumers
and the pooling of coal and steel resources; and (3)
the elimination of restrictive cartel practices and of
excessive concentrations of economic power.

For the first time, he said, six countries had come
together not to seek a provisional compromise
among national interests, but to take a concerted
view of their common interests. This represented a
fundamental change in the nature of the relations
among the countries of Europe, from the national
form which opposed and divided them, to the
supra-national form, which reconciled and united
them. Customs duties or quantitative restrictions
would no longer hamper the movement of coal and
steel within the territories formed by the six
countries. Discrimination would be abolished, in
particular during periods of shortage; the total
resources of these basic raw materials, regardless
of origin, would be allocated among all the
countries according to their needs. Never before
had this principle of distribution of resources
according to needs been applied, except during war.
M. Monnet emphasised that undertakings would
retain complete responsibility for their own
management.

Transitional Period

An agreement covering the transitional period,
fixed at five years, between the signing of the
treaty and its integral application was also initialled.
The agreement provides measures to cushion the
impact on the economies of member countries of
the adjustment which the provisions of the treaty
will involve. In practice, the common coal and
steel market will not exist during the five-year
transitional period. The Italian steel market will
remain outside and Belgian participation in the
pool during the first five years will be confined to
steel. During that period, the steel industry will use
Belgian coal and avert the closure of pits.

The text of the draft treaty, released on March
20, is a document of 90 pages, consisting of 95
articles, with three supplements and two additional
protocols. The preamble states that the aims of the

community are to create a single market, help
economic expansion, maintain a high level of em-
ployment, and raise living standards among its
members. It must gradually establish conditions
which will automatically lead to a more rational
distribution of production at the highest level of
productivity.  The High Authority provides the
executive.

Working Arrangements

The number of its members, the method of their
appointment, and certain other 'matters are to be
determined by the conference of Foreign Ministers,
which will put the finishing touches to the treaty.
The authority is the agent of the six Governments
jointly in regard to their present powers over
prices, production, and investment concerning coal
and steel, t is! advised by a consultative committee
of 30 to 51 members, drawn in equal numbers from
producers, workers, and consumers and traders. A
council, composed of delegates of the Governments
of member countries, will keep in constant touch
with the authority. In certain cases its approval
should be secured before decisions may be taken,
but the authority may proceed on its own initiative
if the council fails to reach agreement. The council
appoints the members of the consultative com-
mittee.

An assembly of delegates from national Parlia-
ments is to hold a yearly session to vote upon the
authority’s annual report. If the assembly passes
a vote of censure by a two-thirds majority, provided
that those voting number at least half the total
membership, the authority must resign. A speciai
court of seven will arbitrate between the authority
and all whom its decisions may concern. The court
may annul decisions and order damages to be paid;
it may also impose fines. All differences between
members must be submitted to the court. Price
manipulation, dumping, and restrictive practices are
forbidden. The authority is allowed in certain cases
to fix maximum or minimum prices. If demand
falls dangerously, the executive may institute pro-
duction quotas after reference to the council. In the
event of scarity the authority allocates production
and raw materials within the community.

The treaty has a duration of 50 years. Tt pro-
hibits associations or amalgamations intended to
limit or avoid the effects of free competition, except
in so far as amalgamations may be allowed by the
authority. These provisions are linked with the
decartelisation and déconcentration of Ruhr in-
dustry under the occupation statute for Germany.
Although wage levels are to be fixed according to
national practives, the authority may intervene if it
finds that wages in any firms are abnormally low.

Speaking in Paris recently, M. Monnet expressed
the hope that some form of association between the
West European coal and steel pool and British
industry would be found.



Pig-iron and Steel Production

Statistical Summary

The following

articulars of pig-iron and steel pro-
duced, in Great Ig i

ritain have been extracted from the
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Table I11.— Weekly Average Deliveries of Non-alloy and Alloy Finished
Steel. ... o~
1950. 1951.
Product. 1949. 1950.
Jan. Dec. Jan.*

Non-alloy Steel:
ingots, blooms, bil-

Statistical Bulletin for February, issued by the British o 2n9s2esf — 4° 3.0 38 3.5 87
Iron and Steel Federation. Table | gives the produc- . 9.8 11.3 9.7 100 8.9
tion of pig-iron and ferro-alloys in January, 1951, and
H . : . .. 39.2 40.0 . 40.1 39.0
number of furnaces in blast; Table II, production of  GHS Nty proa . 365 389 399 386 309
steel ingots and castings in January, and Table IIl,  Lightrolled prod.f  46.4  47.0 407 444 489
deliveries of finished steel. ~Table IV summarises ot rolledstrip 1 19.4 e 133 188
activities during the previous six months. vCold rolled strip = 4.9 55 55 54 04
Bright steel bars 5.8 6.5 5.9 7.0 7.4
: ; P Sheets, coated and
Tabte |.— Weekly Average Proiluction of Pig-iron and Ferro-alloys !
during January, 1951. {Thousands of Tons.) Tlijr?ctoe%eed»and black- 27.0 305 31.0 29.0 31.4
platc 13.7 14.3 14.9 16.0 14.1
Fur- Tubes, pipes and
o naces ) fittings 148 0 194 #g 108
District. in , Hema- Basic Foun- Forge. Ferro- Total. Mild wire . 98 11.7 . 11.9
blast tite. dry. alloys. Hard wire 3.2 3.5 3.0 3.0 3.7
31.1.51 Tyres, wheels aud
) axles 4.1 éa 3.5 3.0 1 ﬁ
Derby, Leics., Steel forgings** 2.4 . 2.3 2.3 .
Notts.,  Nor- Steel castings 3.6 3.5 3.5 3,3 3.6
thants, @tEssex 25 190 20 14 42.4
Lancs. (excl. Total 203.8 278. 209.2 275. 280.
N.W. Coast), Alloy steel 10.4 166 9.7 ﬁﬁ. ?6%
Denbigh, Flints
and Cheshire .. »7 7.0 12 88  Total deliveries from
Yorkshire  (incl. U .K. prod. 2742  289.0 278.9  286.4  290.7
Sheffield, excl. Add imported finished
N.E. Coast steel 9.5 3.8 4.1 2.4 3.2
Lincolnshire 14 23.3 23.3
North-East Coast 23 6§ 35.1 %é — 14 453 283.7 292.8 283.0 288.8 293.9
Scotland 9 : 10.7 . — 14.3 Beduct intra-industry
Staffs., Shrops., conversion!! .. 51.0 53.4 51.2 54.7 57.7
Wores., and
Warwick 9 9.2 14 10.0 Total deliveries 232.7  239.4 2318 2341  236.2
S. Wales and
Monmouthshire 7 3.4 217 0.2 25.1 ** Excl. drop forgings.
North-West Coast 7 13.0 - g - 0.1 133 f Other than for conversion into any form of ilnlshed steel listed
above.
Total . . 1* - . :
ota 10l 25.7 1260 207 14 2.7 1831 XX Includes finished steel produced in the U.K. from imported Ingots
December, 1950.. }% 285 1200 294 0.9 3.0 1884  and semi-finished steel.
January, 1950 29.0 1245 293 17 2.9 1874 || Materialfor conversion into other products also listed above.
Tabte It.— Weekly Average Prexlaction of Steel Ingots
Open- learth. Total. ~ Total
District. Bessemer.  Electric. AU other. . ingots and
Acid. Basic. Ingots. Castings. castings.
Derby., Leics., Notts., Northants and Essex — 3.0 10.7 (basic) 1.1 0.2 14.4 06 15.0
Lancs, (excl. N.W. Coast), Denbigh, Flints.,
and Cheshire e 21.0 1.6 0.5 23.0 0.9 24.5
Yorkshire (excl. N.E. Coast and Sheffield) i
Lincolnshire 29.8 0.1 Ef)é 0.2 29.9
North-East Coast 1.5 59.5 — 08 : ) 1.5 62.3
Scotland 3.3 30.0 - 6é 33.8 1.5 35.3
Staffs., Shrops., Worcs. and Warwick - 16-7 — 3 16.8 1.3 18.1
South Wales and Monmouthshire 1Q. 50.9 5.8 (basic) 0.9 07.3 ) 07.7
»Sheffield (inc. small quantity In Manchester) 3 27.6 — . 43.4 . 45.4
North-West Coast. . 2.5 4.3 (acid) 6& 7.0 . 7.7
Total 25.0 241.0 208 15.2 3.3 297.4 8.5 305.9%
December, 1950 23. 235.2 215 13.5 3.1 288.3 80 296.3
January, 1950 *5 240.8 22.7 13.3 3.3 290.9 8.4 305.3
Table IV.—General Summary of Pig-iron and Steel Production. {Weekly Average in Thousands of Tons.)
Coke Output of .Scrap Steel (incl. alloy).
. Iron-ore Imported receipts by pig-iron used in .
Period. output. ore blast-fur-  and ferro- steel- Output of  Deliveries
consumed. nace owners. alloys. making. Imports.§ ingots and  of finished Stocks.f
castings. steel.
1949 258 169 199 183 188 17 299 233 1,275
1950 . 249 174 197 185 197 9 313 239 99711
1950— August* 239 175 194 177 181 279 199 1,187
September 179 187 ﬁ % 320 256 1,160
October 183 & 194 % 328 ﬁ 1,097
November* 179 193 206 330 1,060
December 249 171 % 188 175 5 290 234 997
1951—January™* 258 103 193 183 7 300 230 919

From July, 1950, the stocks of wire for reinforcement, material for drop forgings

and bolt, nut and washer material, are excluded.
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Imports and Exports of Iron and Steel

in February

The following tables, based on Board of Trade
returns, give figures of imports and exports of iron
and steel in February. Figures for the same month in
1950 are given for purposes of comparison and totals
for the first two months of this year and of 1950 are

also included.

Total Exports of Iron and Steel

Destination.

Channel Islands

Gibraltar

Malta and Gozo

Cyprus .

Sierra Leone

Gold Coast

Nigeria

Union of South Africa

Northern Ilhodcsia

Southern Rhodesia

British East Africa ..

Mauritius

Bahrein, Kuwait, Qatar
& Trucial Oman

India

Pakistan

Malaya

Ceylon

North Borneo

Hongkong

Australia .

New Zealand

Canada .

British West Indies ..

British Guiana

Anglo-Egyptian Sudan

Other Commonwealth

Irish Republic

Soviet Union

Finland

Sweden

Norway

Iceland

Denmark

Poland

Germany

Netherlands

Belgium

France

Switzerland

Portugal

Spain

Italy

Austria

Hungary

Yugoslavia

Greece.

Turkey

Indonesia

Netherlands Antilles

Belgian Congo

Angola

Portuguese E. Africa

Canary lIslands

Syria

Lebanon

Israel

Egvpt

Morocco

Saudi Arabia

Iraq

Iran

Burma

Thailand

China

Philippine Islands

USA

Cuba

*Colombia

Venezuela

Ecuador

Peru

Chile

Brazil ..

Uruguay

Argentina

Other foreign

Total

Month ended
Fcbruary 28.

1950.

3,397
149
293
310

1,598
081

6,390

1,705

217,592

1951.

Tons.

3,465
1,620

215,787

Two montlis
ended Fe I>ruary 28.

1950.

Tons.

449,883

1951.

Tons.
1,308
99
519
1,054
455
3,449
11,523

9,702
3,874

479,703

Total

From

India...

Canada

Other Commonwealth
and Irish Republic

Sweden

Norway

Germany

Netherlands

Belgium

Luxemburg

France

Austria

USA

Other foreign

Total

Iron ore and concen-
trates—

Mnnganiferous
Other sorts

Iron and steel scrap
and waste, fit- only
for the recovery of
metal

Exports of Iron and Steel by Products

Product.

Pig-iron
Ferro-alloys, etc.—
Ferro-tiingsten
Spicgcleisen, ferro-
manganese
All other descrip-
tions
Ingots, blooms, billets,
and slabs
Iron bars and rods
Sheet and tinplate
bars, wire rods
Brightsteel bars
Alloy steel bars and
roils
Other steel bars and
rods
Angles, shapes, and
sections
Castings and forgings
Girders, beams, joists,
.and pillars
Hoop and strip
Iron plate
Tinplate
Tinned sheets..
Terneplates,
tinplates
Othersteel plate (min.
j in. thick)
Galvanised sheets
Black sheets
Other coated plate
Caét-iron pipes up to
in. dia.
Do., over 0 in. dia.
Wrought-iron tubes ..
Railway material
Wire .
Cable and rope
Wi ire nails, etc.
Other nails, tacks, etc.
Rivets and washers ..
Wood screws
Bolts, nuts, and metal

decor,

Chains, etc.
Springs
Hollow-ware-

Total,including other
manufactures not
listed above

JOURNAL

Month ended
Fcbruary 28.

1950.

085,878

187,307

1951.

Tons.
3,747
140

503,005

55,979

Month ended
Februiiry 28.

1950.

Tons.
1,799

107
198

1,142
390

2,218
1,179
986
731
596
9,549

217,592

1951.

Tons.
2,778

57

3,157

215,787

Imports of lron and Steel
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Two months ended
February 28.

1950.
Tons.

13,955
0,258

38.923

11,472
1,387

110,800

u_
1,301.557

354,895

1951.
Tons.
8,261

205
2,945
7,087
2,207
0,593

19,984
15,500
45,814
38
6,589
419

115,709

1,154,097

141,539

Two months ended
February 28.

1950.

Tons.
4,005

188
504
441

422
« 802

442
6,848

2,422
45,705

23,014
1,550

8,513
11,550
037

36,661
372

449,883

1951.

Tons.
6,313

157
321

479,703
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World Steel Production

Increase last year of 17 per cent

World steel production in 1950, according to the
British Iron and Steel Federation, rose by 17 per
cent, to 184,000,000 tons. The main increase, of
17,000,000 tons, occurred in the u.s.a., where pro-
duction was unusually low in 1949 as a result of the
autumn steel strike. According to Russian statistics,
output in the u.s.s.r. rose by 4,000,000 tons. Sub-
stantial increases occurred in the United Kingdom,
West Germany, and Japan.

In many countries, however, production advanced
little, or even fell slightly, in 1950. In some West
European countries the stagnation of production can
be attributed to the decline in the demand for steel
in the early months of 1950, when international
markets were showing signs of saturation. After
Korea, however, increased demand raised operating
rates and production revived.

In overseas countries, lack of capacity hampered
an extension of output, but this should be remedied
in the coming year, when new plant will be in opera-
tion in India, South Africa, Canada, and many
smaller producing countries. In Australia the con-
tinuing coal shortage aflected production adversely.
The accompanying table compares world production
of steel ingots and steel for castings in 1937, 1949,
and 1950. Estimates have been made for those
countries where the final figures for 1950 are not yet
available, and the total for the year is therefore
provisional.

Rise in U.S. Production

Since 1937, the peak pre-war year, world produc-
tion has advanced by 50,000,000 tons, and the rela-
tive importance of many steel producers has altered.
The u.s.a. and u.s.s.r. retain their position as first
and second largest producers, but the u.x. has re-

placed West Germany in the third place. The big
World Steel Production,
(Million long tons.)
1 - 1937. 1949. 1950.
U.S.A 50.57 69 86.36*
uUs.s. 17.54 23 27.15
12.98 15 Ei 16.29*
15.37 11.93*
France 7.79 %97 8.52%
Eastern Europe* * 6.45 95 7.07
Japan 5.71 3 07 4.35%
Belgium 3.80 279 3.71*
Canada . 1.40 84 3.02*
Luxemburg 2.47 0 2.41*
Italy 2.05 Eﬂ. 2.26*
Saar .. 2.30 73 1.87*
India 0.90 35 1.43
Sweden 1.09 1.42
Finland, Yugoslavia, Spain (ifa % 1.26
Australiat . 1.08*
AUSEIA e 0.64 83 0.94*
South Africa 0.33 72 0.74
Braﬁil and 0.08 61 0.70
Netherlands . 43 0.45
Mexico 6& f(f) Eﬁé
Turkey - 5

Norway 0.06 06 0.08
Othercountries .. 0.55 . 56 0.74
Total  ..ciiiiiiiiiiieee. 133.65 157 76 184.23

* Including Poland, Czechoslovakia, Rumania, Bulgaria,
t Years ended June 30.
* Final figure.
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rise in American production has been possible
because of the large reserve of idle capacity in exis-
tence before the war and the Government-aided
expansion of steel plants during the war years,
which was carried out unhampered by enemy
action. Although quantitatively unimportant com-
pared with the u.s.a., many of the smaller producers
oversea have, in relative terms, surpassed the
American achievement by raising their output to
more than twice the 1937 level, among them Canada,
South Africa, Brazil, Mexico, and the Netherlands.

World production of pig-iron has increased, but
whereas in 1937 the output of pig-iron was 76 per
cent, of steel output, it fell to 72 per cent, and 70 per
cent, in 1949 and 1950 respectively, reflecting the
increased use of scrap in the post-war years.

The balance of steel output between Western and
Eastern Europe is of interest at the present time. In
1950, the u.s.s.r. and her European satellites pro-
duced 34,000,000 tons of steel, compared with
50.000.000 tons in the o.e.e.c. countries alone, and
125.000.000 tons in the North Atlantic Treaty coun-
tries, including the v.s.a. and Canada.

Training Fan Engineers

Mr. F. D. Moul. of Air Control Installations,
Limited, has succeeded Mr. H. D. Mains, of Mus-
'g\;ﬁave & Company, Limited, as president of the Fan

anufacturers’ Association. = At the association’s
annual meeting, Mr. Mains said that it had maintained
in the past year its policy of concentrating on tech-
nical development and close contact with Government
departments. It adhered to its original _resistance
against any form of price ring or cartel, believing that
the competitive element was the sure road to industrial
progress.

In a reference to the National College for Heating,
Ventilating, Refrigeration, and Fan Engineering, Mr.
Mains said that their industry was in great need of
oung engineers with a sound technical knowledge of
an making, and they expected to benefit considerably
(i;n Itlhe future from the facilities offered by the National

ollege.

The American lron and Steel Institute estimated
that production of steel by u.s. mills during last week
would be at 2,021,000 tons, which is only 4,000 tons
below the all-time record, set up a few weeks ago.

Newman Industries, Limited, Of Yate, Bristol,
announce that they have now been appointed sole sell-
ing agents for the United Kingdom for Franco Tosi
and Sisma Diesel engines, and are able to offer early
deliveries.

Acknowledging a presentation ON his retirement
from the post of North-East Divisional Officer of the
Iron and Steel Trades Confederation, after nearly
50 years in the industry, Mr. Thomas Meehan said:
“1 'have now seen the men of this industry get the
ower they have sought so long. 1 say to them don’t
ose it, but don’t abuse it.”

At a meeting Of thegoint works committee of Baker
Perkins, Limited, manufacturing engineers, of Hebburn-
on-Tyne, it was reported that there was about £140,000
—about 20 per cent, on gross annual wages or salaries
for those with more than 11 years’ service with the
company—to be shared among the firm’s 2,370 em-
ployees ‘under the profit-sharing scheme started in 1947.



MARCH 29, 1%1

Stanton Machine-cast Pig Irons are clean-melting,

and economical In cupola fuel.

All types of castings are covered by the Stanton
brands of pig iron, Including gas and electric fires,
stoves, radiators, baths, pipes, and enamelled
products generally ; repetition castings requiring a
free-running Iron, builders’ hardware and other

thin castings.

Other grades of Stanton Foundry Pig Iron possess
the necessary physical properties and strength
ideal for the production of fly-wheels, textile

machinery, etc.

Stanton Foundry Pig Iron In all grades Is also

available in sand cast form.

We welcome enquiries on foundry problems and

offer free technical advice.
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News in Brief

A FURTHER DECLINE of IOs. per unit in the price of
wolfram in London last Tuesday brought the range to
510s.-540s. nominal.

Long-service awards
employees of Imperial
Billingham-on-Tees.

Diamond jubilee celebrations Of John Wilkinson
(Machinery & Tools), Limited, Edinburgh, include a
machine-tool exhibition comprising 40 to 50 exhibits of
the firm’s latest products of the lighter type of machi-
nery.

G rants totalling £4.300,837 for science and the arts
are proposed in the Civil Estimates for 1951-52, pub-
lished on March 16 (Stationery Office, 2s. 6d.). It
is proposed that the Royal Society should receive
£55,000.

Said to be the biggest In this country, the South
Durham Steel & Iron Company, Limited, has completed
and despatched from its Stockton-on-Tees works a
25-ton excavator bucket which has a capacity of
25 cub. yds.

A tour of the Abbey Works, Margam, of the Steel
Company of Wales, Limited, and films showing the
development scheme for Welsh steel, formed part of the
quarterly meeting of the Wales and Monmouthshire
branch of the Society of Town Clerks.

One hundred and fifty-one long-service awards
were made to employees of Joseph Sankey & Sons,
Limited, manufacturers of pressings and stampings, etc.,
of Bilston (Staffs), recently. Since the inception of
the scheme, 2,289 awards have been made.

Amalgamated Metal Corporation, Limited, an”
nounccs that in order to meet the requirements of the
Stock Exchange regarding preliminary announcements,
the dividend announcement for 1950 will have to be
deferred until a date later than in previous years.

Morgan Fairest, Limited, machinery manufacturers,
of Sheffield, will, it is understood, be the only British
company represented at next month’s big American
packaging display at Atlantic City, New Jersey. The
firm will exhibit its automatic bottle-labelling machine.

The “Men Only” Dinner of the London branch
of the Institute of British Foundrymen was held on
March 16 at the Horse Shoe Hotel and Restaurant,
London, W.l. Members and guests totalled 116 and
the informal atmosphere and first-class entertainment
contributed much to a very enjoyable evening.

The Engineering Industries Association, in a
memorandum to the Chancellor of the Exchequer,
declares that taxation of profits retained in a business
should be “reduced rather than increased.” The asso-
ciation also urges that rearmament be financed “ to a
considerable extent” by reductions in other forms of
Government expenditure.

Mr. D. D. Frame, chairman of the Hammond Lane
Foundry Company, Limited, Dublin, has been elected
president of the Federation of Irish Manufacturers
for the year 1951. It is interesting to recall that his
father, the late Mr. David Frame, was a founder
member of the Federation and served on the Council
until the date of his death.

Sir Thomas Kennedy, a director of Glenfield &
Kennedy, Limited, hydraulic engineers, foundrymen,
etc., of Kilmarnock, died in a Glasgow hospital on
March 20. He was 67. A native of Kilmarnock, Sir
Thomas served his apprenticeship at the works of
Glenfield & Kennedy from 1901 to 1907. He was the
firm’s general manager in India and was stationed for
38 years at Bombay, where he was an honorary sheriff.
He became a director of the company in 1944.

have been presented to 100
Chemical Industries, Limited,
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Personal

Mr. Winston Churchill has accepted an invitation
to become an honorary member of Glasgow Chamber
of Commerce—the first since 1865.

Dr. D. J. Crisp, who is at present in charge of the
marine research station of Imperial Chemical Industries,
Limited, has been appointed director of the Marine
Biological Institute at the University College of North
Wales, Bangor.

Dr. W. A. Tuptin, head of the engineering-research
and development department of the David Brown group
of companies of Huddersfield and Penistone, has been
appointed to the chair of Applied Mechanics at Shef-
field University.

Mr. W. H. Cowley, foreman patternmaker, em-
ployed by Edgar Allen & Company, Limited, Sheffield,
was presented with a gold watch to mark his 50 years’
service with the company at the recently held annual
dinner of the Foremen’s Association.

Mr. E. W. Marvitl, works superintendent of
F. Perkins, Limited, engineers, of Peterborough, and
Mr. Gordon Smith, the company’s plant layout
engineer, arc now studying methods of production in
the United States where they will visit a number of
plants, including those of the Ford and Chrysler
concerns.

Mr. W. R. Herod, president of the International
General Electric Company of America and Co-ordinator
of North Atlantic Defence Production, will open the
Gauge and Tool Exhibition at the New Hall of the
Royal Horticultural Society, Elverton Street, Vincent
Square, London, S.W.l, at 11 am. on May 15. The
exhibition will continue until May 25.

Mr. Alfred Lemuel Wood, a director of Hedley
Moorwood & Company, Limited, iron and steel mer-
chants, etc., of Sheffield, from 1946 to 1948, and now
assistant to the managing director of S. Rhodes & Com-
pany, Limited, iron and steel and scrap metal mer-
chants, etc., of Sheffield, has been adopted as prospec-
tive Conservative-Liberal candidate for the Brightside
Division of Sheffield.

Obituary

Mr. David Aitken, late of Archibald Low & Sons,
Limited, brassfounders, etc., of Glasgow, died on
March 14, aged 80.

Mr. Alfred Dixon, who was for many years chief
engineer of Brightside Foundry & Engineering Com-
pany, Limited, Sheffield, until his retirement in 1948,
has died.

Mr. John Stirling, Who died at Famworth (Lancs)
on March 13, was formerly with the North British
Locomotive Company, Limited, Glasgow. He was in
his 84th year.

W ith very deep regret We report that Mr. Roy
Stubbs, president of the Institute of British Foundry-
men in 1934, died during the Easter holiday. The
Institute was represented at the funeral on Wednes-
day by members of the Lancashire branch council and
Mr. T. Makemson, m.b.e.

Mr. John Bird, who has died suddenly' at Blair-
more (Argyleshire), is well remembered in steel circles
on Tees-side. He was formerly works manager at
Dorman, Long & Company’s Britannia Works, Middles-
brough, and subsequently general works manager at the
company’s Cleveland steelworks, retiring in 1936.

Mr. John Jules Sautter, Who resigned from the
position of managing director of Philip & Son,
Limited, engineers and shipbuilders, of Dartmouth, in
1947, died on March 13. He had been with the com-
pany for nearly 50 years. Mr. Sautter was a member
of the Institution of Mechanical Engineers for 37 years.
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Raw M aterial M arkets

Iron and Steel

Most of the foundries were closed from Friday
eevening until Wednesday morning, for the Easter holi-
days, opportunity being taken to carry out general
repair work. Nearly all of them were open to receive
raw materials, as at the moment every ton of pig-iron
and coke is welcome. Stocks are low—in some cases
non-existent—so that the level of ﬁ_roduction depends
almost entirely on the tonnages which come forward.
There is little change in the supply position, and the
outlook does not give rise to hope of an early improve-
ment. All grades of foundry iron and hematite are
in short supply, and the producers have from necessity
to ration suPplles in order to obtain an equitable dis-
tribution of available tonnages. The engineering
foundries, which continue to be busily employed, arc
most seriously affected by the shortages. For a long
time, outputs of the low- and medium-phosphorus irons
have not provided the tonnages required, and from
some furnaces the quantity has depreciated recently,
owing to insufficient supplies of coke and delay in the
receipt of ore. The hematite makers are seriously
incommoded by the lack of ore, and the resulting in-
creased demands for refined iron have swallowed up
outputs of this grade. Until such time as raw materials
flow more freely to the hematite makers, an improve-
ment in the overall supplies of pig-iron for the engi-
neering foundries appears unlikely. They are not
receiving sufficient supplies for current usage, and few
of them are able to cover current licensed tonnages.
Unless there is an early improvement, outputs will
undoubtedly suffer.

_High-phosphorus pig-_iron is also scarce and the job-
bing and light foundries, as well as some of the
engineering foundries which utilise this grade, are find-
ing it extremely difficult to obtain the required ton-
nages. Deliveries of previous allocations are badly
behind, and fresh orders are difficult to place. The
switching of some of the producing furnaces to steel-
maklnﬁ plgi-lro_n has reduced supplies considerably, and
only the blowing-in of additional furnaces for foundry
grades will relieve the position. The new furnace
exfecte_d to be blown in shortly in the Derbyshire area
will bring welcome relief, but alone will not compen-
sate for present shortages.

Scrap supplies are difficult, and the shortage is
more pronounced because of the pig-iron position.

Foundry coke is coining forward regularly, but
stocks at the foundries are low and delays in transit
are causing concern. Furnace coke for heating and
core-oven purposes is being delivered in fairly satis-
factory quantities, although difficulty is experienced
in obtaining the larger sizes. Ganister, limestone, and
ferro-alloys are being received to requirements.

Pressure on home steelworks for supplies of steel
semis continues to be very strong. Sections, bars, and
strip arc in heavy demand, and there is no shortage of
new business. Any tonnage which can be spared would
be easily disposed of to oversea buyers, but the present
reduced outputs and the demands of the home market
restrict the quantities which can be shipped oversea.

Non-ferrous Metals

Business was quiet before the Easter holiday, and
this week many works did not reopen before Wednes-
day. Such deals as have taken place have been con-
fined principally to virgin metals, for the situation in
scrap Is far from happy, even after the appearance of
the new maximum price Order on March 17. Apparently
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many merchant houses feel that the increase to 3 per
cent, commission is inadequate and that even the new
rates is insufficient to cover present-day costs. On the
other hand, the consumers, calculating this commission
rate on current scrap metal prices, adding carriage and
perhaps a charge of 25s. for brlquettln?,_wnl come _to
the conclusion that old metals are a fairly expensive
commodity.

The position in brass ingots is not at all satisfactory,
for it would appear that very high prices are being
asked for this type of secondary metal. So far, no
ceiling has been imposed and there has been talk of
as much as £220, or even £230, being asked for 60/40
quality, There is, in fact, no liar to as much as £250
being” insisted upon, and in the present state of near
famine consumers might be inclined to accept this
charge in order to secure supplies of much needed
metal. .It is to be regretted that the authorities could
not see their way to a%reelng maximum values _for
ingots, but, so far, this has not been found possible.

A steadier tone was apparent in tin last week, price
movements being within a narrower range than of late.
No further news has come through regarding stock-
piling of tin, but it was reported before the holiday
that a definite decision had been reached to reduce the
rate of accumulating copper and zinc. Moreover, it
would seem that there have been second thoughts about
the ultimate target figure of stocks in these two metals.
It fcenamlx appears that the U.S. authorities have rather
changed their stockpiling policy in the light of recent
developments.

Metal Exchange official tin quotations were as follow:
Cash—Wednesday, £1,305 to £1,310; Thursday, £1,315
to £1,320; Tuesday, £1,250 to £1,260; Wednesday, £1,235

to £1,240.
Three Months—Wednesday, £1,190 to £1,195; Thurs-

day, £1.185 to £1.190; Tuesday, £1,135 to £1,140; Wednes-
day, £1,140 to £1,145.

Increases of Capital

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

BIIOWN, BAY?EY STEELS, LIMITED, Sheffield, increased
b £322,400, in shares, beyond tho registered capital of

LIMITED, Worcester, increased by
beyond the registered capital

METAL CASTINGS,
£50,000, in £1 ordinary shares,
of £70.000.

METAL MOULDINGS, LIMITED, London, S.W.I,
by £45,000, in £1 ordinary shares, beyond tho
capital of £5,000.

incroasod
registered

WOLSING1IAM STEEL COMP Eﬁ LIMITED,
Wolsingham (Co. Durham), increased by £ in £1 shares,
beyond the registered capital of £50,000.

W. G. BAGNALL, LIMITED, engineers, boilermakers,
etc., of Worcester, increased by £50, g £.1 ordinary shares,
beyond the registered capital of £ di)

STEDALL & COMPANY, LIMITED, iron merchants, etc.,
of London, E.C.2, increased by £133,016 in 5s. ordinary shares,
beyond the registered capital of £116,984.

PLATT METALS, LIMITED (formerly John Walton &
Comgfny (Castlcside). Limited), Enfield, increased by £122,000,
in ordinary

shares, beyond tho registered capital of
£3 0CO
JOSEPH HIBBERT & COMPANY, LIMITED, iron and
brass founders, engineers, etc., of Darwen, increased by

£40 Oi df) £i ordinary shares, beyond the registered capital
of £

SIO'ItLiiRT & PITT. engineers,
etc., of Bath, increased by £250,000, in 100.000 ordinary and
150.000 unspecified shares of £1, beyond the registered capital
of £500.000.

SMITH PATTERSON & COMPANY. LIMITED, Pioneer
Foundry, Blaydon-on-Tyne, increased by £50,000, in £1 5 per
cent, cumulati reference shares, beyond the registered
capital of E%w

W. H. A. ROBERTSON & COMPANY, LIMITED, general,
mechanical, and electrical engineers, etc., of Bedford,
increased by £144,000, in 5s. ordinary shares, beyond the
registered capital of £106,000.

LIMITED, ironfounders,
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DOLOMITE BRICK

ELECTRIC FURNACES G.R. *341* dolomite R
bricks are used extensively in walls and g » » | S
bottoms of basic electric arc furnaces. B HBO'C
Proved the most economic basic brick avail-
able. C lete absence of chromic oxide
makes Oégl-f *most suited for production of
chromium-free alloys. Any size furnace can
be lined from standard stock sizes.

5p ¢ 60
PRMURE “C

OCIPKMSS

BASIC BESSEMER CONVERTERS G.R. *341+
bricks, dense and burnt to vitrification at
high temperatures gre superior to rammed
tarred dolomite or Zgreen * tarred blocks in
the lower wall positions. In addition to
giving much longer and uniform life to the
converter the efficiency of the process is
greatly improved. Highly resistant to
chemical erosion and mechanical attrition.

[G°»'NiSi

he widespread and successful use of the

G.R. *34l° dolomite brick in Basic

Electric Furnaces, Bessemer Converters and

Desulphurising Ladles is one of the major

achievements in refractories. G.R. *341 the

result of many years research and experimenta-

DESU URISING LADLES tion, is manufactured entirely from British
G.R. * %4l ’ brioks provide the Dolomite and is treated to ensure resistance to
pelreftifyl I{r?éngreaf?sctsoorl)\,lesforg: atmospheric moisture. Like all G.R. Basic
Bricks, 341 is made in one of the most

ms connected with sulphur
removal by the sodium- modern plants, embodying all the features of

§rb081e process. Give a life
to 10times longer than fire-
brick without patching or
attention. A perfect chemical
(basic) medium which in
addition to longer lining life
increases efficiency of process.

improved brickmaking technique and possess-
ing valuable characteristics developed by years
of experience. Full information and advice on
the selection and application ofrefractories wili
be given on request.

GENERAL REFRACTORIES LTD

GENEFAX

HOUSE

SHEFFIELD 10 -

TELEPHONE:

SHEFFIELD 31113
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Current Prices of Iron, Steel, and Non-ferrous Metals

(Delivered, unless otherwise slated)

March 28, 1951

PIG-IRON

Foundry Iron.—No. 3 lron, Class 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-phosphorus 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.

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

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

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

Cold Blast.—South Staffs, ¢16 10s. 6d.

Hematite.—Si up to 2J per cent., S. & P. over 0.03 to 0.05
per cent..—N.-E. Coast and N.-W. Coast of England,
¢12 7s. 6d.; Sootland, ¢12 14s.; Sheffield, (13 2s. 6d.;
Birmingham, (13 9s.; Wales (Welsh iron), ;12 7s. 6d.

Splegelelsen.—20 per cent. Mn, (18 3b.
Baale Pig-iron.—;10 19s. all districts.

FERRO-ALLOYS

(Per ton unless otherwise slated, delivered.)

Ferro-sllicon (6-ton lota).—40/55 per oent., ¢37 15s.,
basis 45% Si, scale 14s. per unit; 70/84 per cent., £52,
basis 75% Si, scale 14s. Od. per unit.

Ferro-ranadium.—50/60 per cent., 15s. per Ib. of V.

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

Fefro-titanlum.—20/25 per cent., carbon free, ;167; ditto,
copper free, £183.

Ferro-tungsten.—80/85 per cent., 37s. 6d. per Ib. of W.

Tungsten Metal Powder.—98/99 per cent., 39s. Od. 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 oent. C, Is. 6Jd. per Ib.
Cr; max. 1 per cent. C, Is. 7Jd. per Ib. Cr; max. 0.15 per
oent. 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-furnaee). — 78 per cent,
£32 3s. 7d.
Metallic Manganese.—96/98 per oent., carbon-free,

£215 per ton.
SEMI-FINISHED STEEL

Re-rolling Billets, Blooms, and Slabs.—Basic : Soft, u.t.,

¢17 4s. ; tested, up to 0.25 per cent. C (100-ton lots),
¢17 9s.; hard (042 to 0.60 per oent. C), (19 4s.;
gilico-manganese, (24 6s. 6d.; free-cutting, (20 93.

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

Billets, Blooms, and Slabs for Forging and Stamping.—
Basic, soft, up to 0.25 per cent. C, (20 4s. ; basic, hard,
»ver 0.41 up to 0.60 per oent. C, (21 9. ; acid, up to
6225 per cent. C, (23 9s.

Sheetand Tinplate Bars.—¢17 6«. 6d.

FINISHED STEEL

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

Small Bars, Sheets, etc.—Rounds and squares, under 3in.,
untested, (22 15s. ; flats, 5 in. wide and under, (22 15s. ;
hoop and strip, ¢23 10s.; black sheets, 17i20g., (29 13b;
galvanised corrugated sheets, 17/20 g., £43 6s.

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

Tinplates.—I.C. cokes, 20 X 14, per box, 42s. 7£d,;
f.o.t. makers’ works.
NON-FERROUS METALS
Copper.—Electrolytic, £202; high-grade flre-refined,

fire-refined of not less than 99.7 per cent,
black hot-rolled

£201 10s.;
£201 ; ditto, 99.2 per cent., £200 10s. ;
wire rods, £211 12s. 6d.

Tin.—Cash, £1,235 to £1,240;
£1,145 ; settlement, £1,240.

Zinc.—G.0.B. (foreign) (duty paid),
(domestic), £151; “Prime Western,” £151;
£155; not less than 99.99 per cent., £157.

Lead.—Good soft pig-lead (foreign) (duty paid), £138;
ditto (Empire and domestic), £136 ; “ English,” £137 10s.

Zinc Sheets, etc.—Sheets, 10g. and thioker, all English
destinations, £170 17s. 6d. ; rolled zinc (boiler plates), 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.

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

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

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

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

Phosphor Bronze.—Strip, 37d. per Ib. ;

three months, £1,140 to

£151; ditto
electrolytio,

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

Ib.

sheets to 10w.g.,

39Jd. ; wire, 401d.; rods, 36Jd.; tubes, 42d.; chill caet
bars: solids, —, cored, — (C. Crifford & Son,
Luothd.)

Nickel Silver, etc.—Ingots for raising, 2s. 3Jd. per Ib. (7%)
to 3s. 2Jd. (30%) ; rolled metal, 3 in. to 9 in. wide X
.056, 2s. 9jd. (7%) to 3s. 8}d. (30%) ; to 12 in. wide X
.056, 2s. 9|d. to 3s. 8|d. ; to 25 in. wide X .056, 2a. Iljd.
to 3s. 10Jd. Spoon and fork metal, unsheared, 2s. 6}d. to
3s. 5Jd.  Wire, 10g., in coils, 3s. 3d. (10%) to 4«. 2}d-
(30%). Special quality turning rod, 10%, 3« 2d.;
15%, 3s. 6jd. ; 18%, 3s. lid. All prices are not.
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Forthcoming Events

APRIL 2
Institute of British Foundrymen
Sheffield. Branch Repair anti Réclamation of Iron Cast-
ings by Welding and Allied Mothods,” presented by the

Chairman of Sub-committee t.s.23, 7.30 p.m., at tlie Royal
Victoria Station Hotel, Sheffield.

APRIL 5
Liverpool Metallurgical Society

Annual General Meeting at the Electricity Service Centre,
Liverpool, at 7 p.m.
Institute of Metals
Birmingham Local Section :—Annual General Meeting at the

James W att Memorial Instituto, Great Charles Street,
Birmingham, at 6.30 p.m. Chairman’s address.

London Local Section Annual General Meeting at 4,
Grosvenor Gardens, London, S.W.l, at 6.30 p.m. Dis-
cussion on "Sintering” to be opened by J. G. Chaston,
Ph.D., and J. P. Roberts, B.A.

Institution of Mechanical Engineers

Meeting at |Institution Building, Storey’s Gate, London
S.W.L at 6.30 p.m. Paper, “ How Fluid Friction Arfectg
the Engineor,” by N. Bradley.

APRIL 7

Institute of British Foundrymen

Lancashire Branch Annual General Meeting and Election of
Officers; Report on the Work of the Technical Council,
by C. R. van dor Ben; Winning Paper in the Short-Paper
Competition open to foundry and patternshop apprentices
and display of foundry films; 245 p.m., at the Engineers’
Club, Albert Square, Manchester.

East Midlands Branch Annugl General Meeting, followed by
Short-Paper Competition, ép.m., at the Derby School of
Art and Crafts, Green Lane, Derby.

APRIL 7-11
Physical Society.

35th Anmual Exhibition at Imperial Collego, South Kensington,
London. S.W.7.

LOW PHOSPHORUS
REFINED & CYLINDER
HEMATITE
MALLEABLE
DERBYSHIRE
NORTHAMPTONSHIRE
SWEDISH CHARCOAL

And at:—

BIRMINGHAM, 2.

39, Corporation St.,
Midland 3375/6

LIVERPOOL, 2.

13, Rumford St.,
Central 1558
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Fuel Efficiency Advisory Committee

The Ministry of Fuel and Power’s Fuel Efficiency
Committee has been replaced by a Fuel Efficiency
Advisory Committee, the ﬂresent membership of which
iss—Capt. W. Gregson (chairman), a past-president of
the Institute of Mechanical Engineers and a director of
Babcock & Wilcox, Limited.; Mr. W. L. Boon, manag-
ing director of Powell Duffryn Technical Services,
Limited, and formerly general manac];\ﬁr of the London
and Counties Coke  Association; r. Oliver Lyle,
author of “ The Efficient Use of Steam ” and a director
of Tate & Lyle, Limited; Dr. R. J. Sarjant, Professor
of Fuel Technology at the University of Sheffield.

The Fuel Efficiency Committee was set up in 1941
and reconstituted in 1948. In its report for the year
ended October, 1950, the committee suggested that it
had mainly completed the terms of reference and that
it could be replaced by a smaller advisory committee.

I.B.F. Golfing Society

The committee of the Institute of British Foundry-
men Golfing Society have pleasure in announcing that
the 1951 Golf Meeting will be held at Woodhall Spa
on Saturday and Sunday, September 29 and 30. Reser-
vations have already been made at the Golf Hotel for
the Friday and Saturday nights. Entry forms will be
available from May 1 onwards and meantime all mem-
bers of the i.s.r. Golfing Society are notified that their
annual 5s. subscriptions for 1951 are now due and
should be sent to the honorary secretary, Mr. F. Arnold
Wilson, c¢/o William Jacks & Company, Limited, Win-
chester House, Old Broad Street, London, E.C.2.

PIG-IRON

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

LIMESTONE
GANISTER
GLASGOW, CA
93, Hope Street, MOULDING SAND
Central 9969 REFRACTORIES
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NOTICE
Replies to Box Numbers to be
addressed to “ Foundry Trade

Journal,” 49, Wellington Street,
London, W.C.2.

SITUATION WANTED

OUNDRY METALLURGIST

1 (Practical) available in ono month.
Experienced chill roll  _manufacture,
machine tool, automobile, high duty iron
and non-ferrous castings. Wide experience
synthetic resins, core-binders, mechanised
plants. Accustomed full control and
acting on own initiative. Age 31.—Box

806, Foundry Trade Journal.

SITUATIONS VACANT

'VT'OUNG METALLURGICAL
X CHEMISTS required for , routine
laboratory woik, on shift basis, in large
modern steelworks in Midlands. APPb-
cants should be 22/25 years of age,, with a
good education and chemical training —
Reply, slating full details of education,
exper.once, and salary required, to : | hb
General Manager (lron and Steel Works),
Stewarts and Lluyds, Limited, Corby,
Northants.

'V'OUNG -Man required, with administra-
X tive ability; able to read engineer-
ing drawings and knowledge of foundry
technique. The vacancy js to tram young
man for future high executive post in a
well established foundry, and offers great
scope. State full particulars of education
and experience in the foundry or engin-
eering industry.—Box 804, Foundry Trade
Journal.

W T ANTED.—FOUNDRY FOREMAN,
Tv for old-established Steel Foundry.
Must have good experience and be capable

of taking charge of men. Please give
full particulars of service, age, etc., when
applying.—Box 784, Foundry Trade
Journal.

KENT EDUCATION COMMITTEE.
.MEDWAY TECHNICAL COLLEGE.

CHATHAM, ROCHESTER AND
GILLINGHAM.

A FULL-TIME TEACHER of Pattern
1V Making and Woodcutting Machinists’
work is required to take up his duties as
soon as possible. Candidates should hold
the Final Certificate of the
Guilds of London Institute or othor suit-
able qualifications either in Pattern
Making or in Woodcutting Machinists’
work,- and bo prepared to teach the subject
to the Final Stage City and Guilds.

Salary in accordanco with Burnham
Scale for teachers in technical institutions,

City and

including increments for industrial experi-
ence.

Applications, giving age and very full
particulars of qualifications and industrial
experience, should bo sent as soon as
possible to the Principal, Medway
Technical College, Gardiner Street,
Gillingham.

FOUNDRY TRADE JOURNAL

SITUATIONS VACANT—cContd.

J'NORE MAKER.—Experienced man re-
v-’ quired to take charge of small core
department in now mechanised grey iron

foundry in Yorkshire, near Leeds. Assist-
ance with housing if required.—Apply,
giving age, experience, and salary re-
quired, to Box 794, Foundry Trade
Journal

I)QOUNDIUY MANAGER, to take charge

of small light grey iron mechanised
Foundry, S.W. Lancashire. Must be ex-
perienced in this typo of work. Slate

previous positions held and salary required.
—Box 774, Foundry Trade Journal.

A SSISTANT WORKS MANAGER re-
21 quired for Precast Concrete Works,
Leicester area, approximately 200 em-
ployees. Must have sound knowledge of
Concrete practice and Building Construc-
tion.—W rite, stating age, experience, quali-
fications, and salary required, to Box 782,
Foundry Trade Journal.

XAATTERNMAKERS (Wood and M etal).
X Excellent opportunities for younger
rnen on all classes of work, under ideal
conditions in the largest modern pattern

shop.—G. Perry & Sons, Ltd., Hall Lane,
Leicester.

G KILLED MOULDERS, PATTERN
LJ MAKERS, PLATEItS, TURNERS,
BORERS, etc., required by Distinoton
Engineering Co., Ltd., Workington,
Cumberland. For further details apply to
(he Labour Manager.

170UNDRY SUPERINTENDENT re-
X quired for Grey Iren Foundry.
Loose pattern, plate and mechanised pro-
duction. Good opportunity for ambitious,

experienced man, accustomed to handling
labour. Salary commensuftite with experi-
ence and ability. Suggested ago between

30 and 40.—Write, stating full details of
experience, etc., in confidence, to Putt
Brothers & Co., Ltd., Hartford Works,
Oldham.

X >ERI ENCE-D FOUNDRY
A-4 MANAGER required by old-estab-

lished Engineering Company in Liverpool
area for ferrous and non-ferrous foundry.—
Applications, stating age, qualifications,
experience, and present salary, to Box 786,
Foundry Trade Journal

IAESIGN ENGINEERS required for
A heavy steelworks plant development
in the Midlands. Knowledge of Structural,
Mechanical or Civil Engineering required.
—W rite, stating age, experience, and
salary expected, to Box 788, Foundry
Trade Journal.

TARAUGHTSMEN required for heavy
J-A engineering developments in steel-
works situate in the Midlands. Mechanical,
Structural and Civil Engineering - work
involved.—W rite, stating age, experience,
and salary expected, to Box 790, Foundry
Trade Journal

GAND FOUNDRY

S?. quired by a large
taking in the North

take complete control of modem 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 the successful
app icant—State age, experience, and
ualifications to Personnel Manager, Box
42, Foundry Trade Journal

MANAGER re-
Industrial under-
Midlands area, to
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SITUATIONS VACANT—Contd.

I ARGE Manufacturing Organisation in
J Yorkshire requires the services of a

MOULDER highly skilled in making
aluminium castings for patterns, core
boxes, core carriers and match plates.
Must bo able to prepare own sand and

metals, produce sound castings to accurate
dimensions, good surface finish. Per-
manent position with prospects.—Reply,
stating ago, experience, and salary re-
quired, to Box 768, Foundry Trade
Journal.

ANAGER for large mechanised Iron

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 conipany 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

A ssistant foundry manager

required for large Foundry in South
Wales, comprising mechanised, plate
moulding and jobbing sections. Practical
and technical experience in post of similar

naturo is_ essential.—Applications in con-
fidence, giving age, qualifications, experi-
ence and salary required, to Box 732-
Foundry Trade Journal

NGINEER required for largo

E Mechanised Foundry in South Wales.
Must havo had practical foundry experi-
ence in similar' position and bo capable of
taking complete control of maintenance
section employing 20-40 maintenance
fitters.—Anpplications in confidence, giving
ago, qualifications, experience and salary
required, to Box 734, Foundry Trade
Journal.

OUNDRY SUPERINTENDENT re-

quired for Engineering Works, near
Manchester, to take control of Pattern
Shops, Ferrous and Non-ferrous Foundries,
producing 80 tons per week of heavy,
medium and light castings. Must be
thoroughly experienced practical man.
with good theoretical knowledge, and
accustomed to loam and general flow
moulding practice.—Apply in writing,
stating age, qualifications, experience, and
salary required, Box 766, Foundry Trade
Journal

LOUGHBOROUGH COLLEGE, LOUGH -
H, L

BOROUGH, LEICESTERSHIRE.
M ajor-General W. F. Hasted, “C.B.,
C.I.LE., C.B.E.,, D.S.0., M.C., late R.E.
President.

A FULLY qualified FOUNDRYMAN is
required to take charge of the
College Foundry, making ferrous and non-
ferrous castings. Applicants should have
served an apprenticeship with a reputable
firm, and preference would be given to
one who lias had industrial experience in
high class jobbing work in green sand,
dry sand and loam moulding.

The Foundry is equipped with l-ton and
5-ton W hiting cupolas, a 200-lb. Morgan
oil fired tilting crucible furnace, etc., and
tile person appointed will bo responsible
for the handling and running of same.

Candidates should be capable of instruct-
ing and controlling Students and Appren-
tices, and it is desirable (but not essentiall

that applicants should be Corporate
Members of the |Institute of British
Foundrymen.

The salary will be in accordance with
the scales for Teachers in Technical

Colleges and Institutions, and is subject to-
deductions for superannuation.
Further details and forms of application
may be obtained from the Registrar.
Consideration will be given to applica-
tions from suitably qualified registered
disabled persons.
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FOUNDRY TRADE JOURNAL

MACHINERY WANTED—Conte!

ACANCY for working ASSISTANT MALL capacity Blast Furnace, suit-
FOREMAN in Brass Foundry. High- able for treating reverberatory slags
class hydraulic castings up t 1%51 cwand residues, complete, if possible, with
Midlands—Box 764, Foundry Trade blowers, hoists, etc.—Please send full par-
Journal. ticulars to Box 796, Foundry Trade
Journal.
FINANCIAL MACHINERY FOR SALE
Requn’et_ﬂ to purchase part or NE Double Drum Magnetting
~whole interest in an established Machine, recently overhauled by
Engineering concern or Ironfountlers. « Elactro Magnets, Ltd.,” 30 in. by 18 in.

Amount of capital involved secondary con-
sideration, provided justified by profit-
earning record. Continuity of manage-
ment and personnel desirable.—Mrite Box
748, Foundry Trade Journal

WORK WANTED

ORK wanted. Low phos. iron suit-
able Diesel and other pressure work.
not over 1 ton. Patts. required

machine moulding. Location
area.—Box 534, Foundry Trade

Pieces
suitable
Clyde
Journal.

MATERIALS FOR SALE]

DISINTEG-
oundry d Quarry;
capacities from civts. to tons per hr.
. & A Brealey (Machinery), Ltd.,
Ecclesfield, Sheffield.

AND MIXERS and

RATORS for

Station Works,

MACHINERY WANTED

FFER SURPLUS PLANT

TO
FRANK SALT & CO., LTD,,
Station Road, Blackheath, Birmingham.
OLA. 1635.

YOUR
0]

ANTED, urgently, broken or crushed

Plumbago Crucibles—Please state
-quantity available and price to buyer,
David Brown-Jackson, Ltd., Salford
Works, Hampson Street, Manchester, 5.

WANTED

1A
X U
centres.
dition.

IN* (minimum) S.S. & S.C. LATHE,
GAP BED. Minimum 4 ft. between
Preferably A.G.H., in good con-

FRANK SALT & CO.,
Station Road, Blackheath,
BLA. 1635.

LTD.,
Birmingham.

DGAR ALLAN MiB Separator, or
Edgar Allan Stag Ball Mill, suitable
for grinding rcverberatory slags and
residues.
Swarf Crusher, capable of
brass, curly turnings.
Hydraulic Baling Machine, callable of
produci non-fer{dus briqyettes, approxi-
mately in. by in. by in., or near.
Rotary Furnace, 4- to 10-ton capacity,
complete with all auxiliary equipment and
spare shell, if possible.

crushing

Rotary Mixer, automatic discharge type,
suitable for mixing fluxes.

Billet ould Turn Table, suitable for
use with I-ton electric furnace.

Cropping Machines, large and small,
capacity up to h in. bar Jaw opening to
2 in. Capacity up to 2 in. Jaw, opening
3 to 4 inches.

Vibrating Sieves, either electrical or
mechanical, suitable for sieving and
grading slags and residues.—Box 798,

Foundry Trade Journal.

Drums, complete with Bucket Elevator.

Small belt type Magnet, by ” Rapid
M agnetting Co.”—Offers to Box 800,
Foundry Trade Journal.

-l jrrv  kVA, 11,000 to 400 volts, 3-phase,
X 0oUu Brand new, complete with low
tension Switc

100 KVA, ?I,GI) to 400 volts, 3-phase.
Secondhand.

Both the above are in excellent condition,
and can bo inspected at any time, Bir-
mingham.—Box 802, Foundry Trade
Journal.

FOR SALE

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 Hegbert,
for which we have available about tons

of spares. Both these machines are offered
at extremely low prices for quick
clearance.

SAVILLE-CALVERT (MACHINERY),
LIMITED

BIRMINGHAM ROAD,
STRATFORD-ON-AVON.
Tel.: Stratford-on-Avon 3681.

60

AIR COMPRESSORS.

1 A AA-C-FM, THU.GHMAN, low
L.\ M/ V/ pressure set, type CE.3B.
vert.,, twin cyl.,, single stage, water
cooled, 12 Ib. w.p., 320 r.pjn. Direct
couFIed 75-h.p. S/R Met.-Vick. motor
415/3/50.

400-c.f.m., ALLEY & McLELLAN, series
B, size 7, vert.,, enclosed, 2 ge.
crank, double acting, water cooled, Ib.

w.p., 975 r.pjn., with vert. F.M. intercooler
and aftercooler. Vee rope driven by
95-h.p. S.C. motor, by L.D.M., 400/3/50."
300-c.f.m.. TILGIIMJAN, tyfd) FCY,
vert., single crank, stage, Ib. w.p.,
360 r.p.m., with intercooler and after-
cooler. Ice belt driven from 67j-h.p.
M ather & Platt- S/R motor 400-440/3/50,
975 r.p.m.
300-c.f.m., ALLEY & MCcLELLAN, type
23B, vert.,, single crank, 2 stage, water
led, fitted intercooler and wunloader,
Ib. w.p. Direct coupled Crompton
75-h.p. S/R motor 415/3/50, 365 r.p.m.
250-c.f.m., ALLEY & MCcLELLAN,
Sentinel series 28A, vert., single cyl., water

cooled. 100 Ib. w.p., 360 r.pijn. Belt driven
from 50-h.p. L.D.M. S/R motor 440/3/50,
1,460 r.p.m.

GEORGE COHEN
SONS A CO., LTD.
WOOD LANE, LONDON, W.I2
T«1l Shepherd, Bush 2070
and STANNINGLEY nr.
Tel: Pudsey 2241

LEEDS
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MACHINERY FOR SALE-Contd.

NEULEC Herman (Patent) Plain
P Bumper Jarring Machine, with
40 in. by in. table. Capacity 7.000 Ibs.
In  new condition. Price £400.—Apply
Box 792, Foundry Trade Journal.
MACHINERY AT BARGAIN PRICES—
OFFERS CONSIDERED.
ELECTRIC MOTORS up to 65 h.p. Slip

Ring and Sg. Cage.
Motor Generators.

PLATING DYNAMOS; RECTIFIERS;
TRANSFORMERS; ELECTRIC LIFTING
BLOCKS.

Quantity of a.c. and d.c. Starting Gear.

AIR COMPRESSORS AND RECEIVERS.
Foundry Plant of all descriptions.
Shotblasting Plant; Dust Collectors; Belt
and Electrically-driven Blowers; Exhaust
Fans and Propellor Ventilating Fans.
Small HYDRAULIC ACCUMULATOR
AND PUMP.

Open Top Steel Tanks.

Lead Tinning and Melting Furnace.
Brass Bar Heating Furnace.
Diecasting Bale-out Type Furnace.

S. C. BILSBY, A.M.I.C.E.,, AM.l.E.E.,
Crosswells Engineering Works, Langley
Green, near Birmingham. Broadwell 1359

IN STOCK AT SLOUGH FOR

IMMEDIATE DELIVERY.

SIX only brand new 10-cwt.
FOUNDRY LADLES. £25
each to clear.

Brand new SAND
1 ton 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,
“ Constructional,” with
arrester, Keith Blackman
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.

DRYER;

by
spark
Blower

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

Telephone !l SLOUGH 22877
BUY FROM US AND SAVE MONEY
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MACHINERY FOR SALE-Contd.

o Coleman C.N. Type, Jar
rv Pattern Draw Moulding
14 in. squeeze cyl.,, 6 in. jar
straight pattern draw (automatic).
able for boxes about 18 by 14 by 9.
£100 each.—Box 780, Foundry
J OURNAL.

Squeeze,
Machines,
cyl,, 7 in.
Suit-
Price
Trade

ALW O M W ORKS

m
‘POLFORD" FOUNDRY PLANT'AND
EQUIPMENT—IMMEDIATE DELIVERY.

Ol.FOItD”
1l-cwt.

COBB SAND MIXER,
capacity, 7; Motor. 3-cwt.
capacity, Vce Rope Driven.
Either with or exclusive of
arranged for Vee Ropo Drive.

Motors,

“POLFORD" LABORATORY MIXER,
50-lbs. capacity, 2 h.p. Motor.

“POLFORD " ROTARY MIXER
MILLER, with Aerator, 3-cwt. capacity.
15 h.p. Motor.

ALL THE ABOVE WOUND FOR
400/440 volts. 3-phase. 50 cycles.
*POLFORD ” FURNACES, CENTRAL
AXIS-COKE FIRED. 100-lbs., 150-Ibs.,
250-Ibs. and 400-lbs. capacity.

OIL FIRED —ditto—400-lbs. capacity.

“POLFORD " COKE FIRED MOULD
DRIER.

"POLFORD" CRUCIBLE FURNACE-
OIL FIRED. 200-lbs. capacity.

“ POLFORD ” VIBRATORY SCREEN.

“FORWARD” FOUNDRY SAND
RIDDLE—TRIPOD TYPE. 5-tons per
hour capacity. Motor driven, only
weighs 200-lbs., fully portable.

WE ARE SELLING AGENTS FOR THE
“POLFORD” RANGE OF FOUNDRY
PLANT AND EQUIPMENT. AND IF
YOU DO NOT SEE LISTED THE

ITEM REQUIRED, PLEASE LET US
HAVE DETAILS AS IN ANY CASE
WE CAN USUALLY GIVE VERY
GOOD DELIVERY.

THOs W. WARD LTD.

ALBION WORKS SHEFFIELD

Phone 26311 ‘Grams: “ Forward.”

Remember Wards might have it m

CRANES FOR SALE.

NEW IMMEDIATE DELIVERY.
NE 2-Ton Electric Overhead Travel-
ling Crane. 30 ft. Span. Electric
Hoist and Cross Traverse and Hand Long
Travel. Floor control. 400 volts, 3-phase,
50 cycles.
One Ditto. 36 ft. Span.
One 5-Ton Ditto. 30 ft. Span.
One 3-Ton Hand overhead Travelling
Crane. 32 ft. Span.
The Spans of the above Cranes can be

adjusted if required.
MOULDING MACHINES IN STOCK

AT BLACKHEATH.

Two Pneulcc nerman Jar Rollover
Pattern Draw. Turnover plate 20 in. by
36 in. 750 Ibs. capacity.

One ILM. Pneumatic Jolt Squeeze.
Typo ATO. Max. box 48 in. by 18 in.

LADLES IN STOCK AT BLACKHEATH.
Three 5- and 10-Ton Geared Ladles.
CUPOLAS AND CUPOLETTES.
One New 2 ft. 6 in. dia. Cupola, com-
plete with motorised Blower.
One 15-Cwt. Cupolettc, secondhand.
One 10-Cwt. Cupolette, secondhand.

FOUNDRY TRADE
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KLENAR” EURNACE.—500 Ibs.
capacity, oil fired; complete with
blower. Spare set of bricks for re-lining.
Prico £260—Box 286, Foundry Trade
Journal
NE “ Beiliss & Moreom ” 2-Crauk
Single-Stage Air Compressor. 30 Ibs.
sq. in. at 750 c.l.p.m., with Twin Air
Receivers and powered by 90 h.p. Auto-
Synchronous Motor and Starter, 400/440
volts, 3-phuse, 50 cycles, 375 r.pjn.
Suppliers oi both new and secondhand
Steelworks and Foundry Plant. .
Sales representatives lor the HOLSET Q FOUNDRY Equipment C.A.P.I Jolt
Flexible Rubber Block Couplings. &/ Squeeze, pin lift, pneumatically
Wo would also be interested in the operated Moulding Machines for Sale,
purchase of your surplus plant. complete with all essentials. Table adjust-
able from 15 in. by 12 in. to 22 in. by
G. E. SIMM (MACHINERY); LTD., 17 in.
Eas_tl_efaggggz, ?3he|€£':;)d' I 1 Roper Pig Breaker, complote with
! motor, starter, etc., for standard voltage;
G. E. SIMM (MACHINERY), LTD., will break to 4 in. long.
27, Orchard Street, Neath, Glam.
Tel.: Neath 308. W. HOOKER, LTD.
4, Midland Crescent, London, N.W.3.
ILGHMAN Shotblast Room, 18 It.
by 15 It. by 8 ft_ high, with MISCELLANEOUS
double leed doors with perforated steel
floor plates each 1 It. 9 in. by 4 ft. 7 in. . . .
and a?:prox. 8 in. thick, Withysome under oisture test—3 minutes i
floor collecting cones; Shotblasting Hopper Exact percentage of water in foundry
with Cyclone, and large Exhaust Fan if sand determined in three minutes by
required.  This room could bo cut down SPEEDY ~ MOISTURE TESTER.
to smaller size, or would make two small Portable; non-electric; simple for use by
Sized rooms. Slightly incomplete, but unskilled labour; inexpensive. Over 4,500
offered at a VERY CHEAP PRICE to in use in Foundries and many other indus-
clear. tries.—W rite for fully descriptive Illus-
. trated Brochure to Tnoe. Ashworth & Co.,
TILGHMAN Shotblast Cabinets, 3 ft.

cube, having sliding doors, ivitli suspended
typo Shot Mixing Hopper and motorised
Exhaust Fan.

SOMERFIELD Shotblast Cabinet, 3 ft.
by 2 ft. by 2 ft, 6 in., with suspended type

Shotblast Mixing Hopper. W.p. 30 Ibs.
p.s.i.

LARGE selection of Belt and Motor-
driven Blowing and Exhausting Fans.

S. C. BILSBY

A.M.I.C.E., AM.l.E.E.
Crosswells Engineering Works* Langley
Green* near Birmingham. Broadwel! 1359

Two 6-ft. dia. Cupolas, complete with
Charging Hoist and Staging.

One 3-ft. Cupola, complete with Auto-
matic Charging Hoist.

CORE BLOWER.

One 300 Ibs. TITAN Core Blowing
Machine. Table 28 in. by 28 in., to take
boxes 28 in. by 48 in* by 8 in. to 30 in.
deep. Motorised, 400/3/50. Date made
1943. Very little used.

SAND MILLS.

One BM2 Sand Mill, by Foundry Equip-

ment. 4 ton per hour. Pan 6 ft. 10 in.
dia. Completely reconditioned. Absolutely
as new.

SHOT BLAST PLANT.
One Tilgliman Type TB Tumbling Barrel
Type, complete with Shot Blast Apparatus
Separator, Dust Arrestor and Exhaust Fan.

Barrel 3 ft. dia. by 3 ft. 6 in. long. In
first-class condition.
CONVEYORS.

One Mould Pallet Conveyor, comprising
30 pallets, 3 ft. pitch, 18 in. wide, including
motor and reduction gear. Ail complete
and in good condition.

ALL THE ABOVE PLANT IS IN STOCK
AT BLACKHEATH.

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

BLA

1635.

Ltd. (Dept. F.T.J.), Burnley, Lancs.

CAPACITY WANTED

LUMINIUM Founders, requiring
A additional Gravity Die making
facilities would bo pleased to hear from

Die Makers with capacity available.—Box
728, Foundry Trade Journal.

ANTED.-Large Firm of Electric

Motor M anufacturers require

regular supplies of repetition Soft Grey

Iron Castings. About 40 tons per month.

Kindly send fullest details of capacity

available.—Box 762, Foundry Trade
Journal.

CAPACITY AVAILABLE

APACITY" available lor Commercial

Steel Castings up to 14 Ibs. weight
and over } in. thickness.—Box 756,
Foundry Trade Journal.

RON Foundry Capacity available for
I smaU and large machine moulded
work in moderate quantities and also on
the jobbing face.—Apply Manlovi, Alliott

& Co., Ltd., Bloomsgrove W orks,
Nottingham.
APACITY available for castings
weighing from 1 Ib. to 12 tons, in-
cluding Quasi-Bessermised ingot moulds
up to 10,000 tons per annum —Thi Cross
Foundry & Enoineerino Co., Ltd., Gor-
setnon. near Swansea.
/LCUNDRY capacity available. For up
to 5 cwts, machine moulded; for *up

to 2 tons floor moulded. Prompt delivery.—
Lewis’ Foundry Co., Ltd., Ammanford.
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ity available APACITY, substantial, available im-

immediately.—Write or  telephono mediately, fnlly mechanised Foundry;
F.H. (Newcastle), Ltd., Pottery Lane, high quality’ Grey Iron and Malleable
Newcastle-on-Tyne, 1. Tel. No. 28291/2. 8asnng5; boxes up to 28 in. by 16 in. by
in.; Patternmaking facilities if required.
on-ferrotjs FouNDRY.-Capacity —B. J. Wallace, 60. Wellington Street,
N . . K Glasgow, 0.2.
available. First-class quality cast-
ings, in Aluminium-Bronze, Gunmetals,
etc., at competitive prices, including / CAPACITY available for LigQht Castings
patterns if required.—Beeston Lee & Co., vy weighing from Ib. to owls., in-
Lid., 33, Swindon Road, Stratton St. cluding Castings for Vitreous Enamelling.
M argaret, Wilts. —W estern Liohi Castings Foundries,
Ltd., Fairwood Foundry, Gowerton, near
UNDERLAND PATTERN & WOOD g;ms?inns;:, manufacturers of malleable iron
WORKING CO.. Peacock Street, :
Sunderland. — Patternmaking; capacity . i
available; plate, light and heavy patterns; ATTERNMAKING capacity available

keen prices and qnick delivery. 'Phone for all branches of Engineering; for
3979. hand or machine moulding. Competitive
rices and good delivery.—Charles H ill &

ons, Ltd., Albion Dockyard, Bristol.
H. C. HOPPER (Kingston) Ltd. HE Pattern Equipment Co. (Leicester).

HAMPDEN ROAD, KINGSTON

KIN 0177/8/9

PATTERN S (Wood & Metal)

CASTINGS (Iron & Non
GEAR CUTTING

GENERAL MACHINING

All at our

KINGSTON, WORKS

Good Deliveries

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.

-Ferrous) ASTINGS.—Wo can save your porous
castings, ferrous or non-ferrous, by

an approved impregnation Process; sample

castings treated.—Recupero. Ltd., Cannon
Croft Works, Eastcote Road, Pinner,
Middx. ‘Phone Pinner 7629.
MISCELLANEOUS
OOD FLOUR for Foundries. 10
mesh; superior quality. 60 tens
available; prompt supply.—Box 660,

Foundry Trade Journal

‘SCOLS’ super K I N

IRON CEMENT

(Stourbridge),

Telegrams :

STOURBRIDGE CLAY.

27
MISCELLANEOUS—Contd.

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

worth.

and Lawlor,

AST IRON chaired sleepers available:

North Midlands 3,000, Midlands
6,000, South-West 6,000—Offers to Box
412, Foundry Tbade Journal.

BOKES8 fabricated Horn

XfOULDING
\]L Aluminium Alloy or Steel: for all
lypos of welded fabrication wo can give a

first-class Job and good delivery—The
Glenmoor Eng. Oo., Lin., Eyre’s Avenue,
Stanningley Road, Leeds. 12.

ANURE, especially sellable for
M Foundry work and as supplied to the
trade for over 25 years. Quotations on
request.—Frank Ginster, Moxley, Wednea-
oury. 'Phone : 0688 Wednesbnry.

efractory .m aterials.—Mould-
R ing Sand, Ganister, Limestone. Core
Gum; competitive prices quoted.—Hensall
Sand Co.. Lin., Silver Street, Halifax.

ATTERNS in Wood or Metal; high
P finish and accuracy maintained;
gto and multi-cored work a speciality.—

ywood Bros., Littleborongh, Lancs

43.

able for visual work and micro-
photography.—Pleaso give full details and
price to Box 696, Foundry Trade Journal.

METALLU RGICAL Microscope, suit-

G B r o s

Ltd., STOURBRIDGE, England
“ KING BROS. STOTJBBRTTIGR."

THE BEST KNOWN SCOLS
IN THE WORLD e, SUPER
100% PURE IRON; goods made from their
NON-POISONOUS SfCEMETII
3 GRADES 3 SIZES - M m WHITE CLAY.

Write for prices and catalogue.

MAJOR ROBINSON £ C? LTD

SCOLS"WORKS « WARWICK ROAD SOUTH
MANCHESTER 16 - ENGLAND.

cwbwmr?

Tm Highist Awards for Gas Bitorts and other goods (In
Fire Olay) have been awarded to KING Bboihbre for theli
renowned Stourbridgi Firi Olat.
Manufaclurtri oj CUPOLA BRICKS, Beat QUALITY,
Lessees of DELPB ADd TINTERN ABBEY BLACK and
ORNERATIVR SBT-
OSs. COWPSR and

BRICKS TOR RB
TINOS. BLAST FURNACE LININ
other HOT AIR STOVB BRICKS.

Coke Oven Bricks a speciality.

DEPENDABILITY

IN GREAT OR SMALL

IS
ESSENTIAL.
CHAPLETS are the SMALL

tbinn la the FOUNDRY
batthe BEST are NEEDED.

WARING BROS.

QAITY IS OEFENDABE
TEST THEM
Write—D O C K

WORKS, BARNSLEY
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<”i m m m m m
PLATE PATTERNS LOOSE PATTERNS

WOOD and METAL for MACHINE UP TO HIGHEST DIMENSIONS

or HAND MOULDING

Finest Workmanship. High Technical Assistance for Easy Foundry Production

MOST MODERN SPECIALISED PLANT IN SOUTH ENGLAND
Keen Quotations. Good Delivery.

Seat) roar «agq.lrloi to I

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

ALL TYPES OF PATTERN EQUIPMENT WOOD AND METAL

CHARLES MANN & SONS

WATERSIDE MAIDSTONE KENT
PHONE : 4728

SPECIALISTS IN AIRCRAFT PATTERNS AND PLATE WORK

PATTERN S

WOOD AND METAL
Over 100 Skilled Craftsmen at your service

CFEHRRASCNS

LTD.

HALL LANE
AYLESTONE
LEICESTER

TELEPHONE
LEICESTER 32261
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PATTERNMAKERS SURREY PATTERNS LAWS & SON,

(Engineering) CO. LTD. 9a FRITH ROAD, CROYDON (New Address)
Shrewsbury Road,London, N.W.10. 31 Hanbury Road, Acton, W.3

ENGINEERS PATTERNMAKERS
HIGH-CLASS PATTERNS : (ACOrn 1883)
Pine, Mahogany or Metal Patterns
NON-FERROUS for Plate or Hand Moulding All  types of patterns, Wood or
CASTINGS Non-Ferrous Castin Metal. | SPECIAL LARGE-TURN-
- gs ING FACILITIES. Sub-contracts.
Phone : BLOAR 8031/2 Telephone : CRO. 0994 Non-ferrous castings.

J. F. Passe & Co.

{Sole Partner : JAS. F. PASSE)

PATTERN MAKERS

PATTERNS FOR SHIPBUILDERS AND MARINE ENGINEERS, ENGINEERS AND MACHINE

TOOL MAKERS, MOTOR, ELECTRICAL, CIVIL AND CONSULTING ENGINEERS, IRON,

BRASS AND STEEL FOUNDERS, BUILDING CONSTRUCTORS, PATENTEES, ETC.
ALTERATIONS AND REPAIRS TO EXISTING PATTERNS

8-12 FORBES PLACE . . PAISLEY
Telephone - PAL 2553

Foundry Supplies & Specialties . o o
lor every Foundry

« CRULIN CORE OILS, COMPOUNDS, CORE GUMS, 0 BONDED (OR PREPARED) BLACKINGS {IN THREE
BINDERS, MOULD & CORE PAINTS & QUALITIES)
WASHES
0 CRUDEX & CRUDOL CORE POWDERS 0 “ BEECRO ” SILICA FREE PARTING POWDER {CON-
FORMING TO HOME OFFICE
0 CEYLON PLUMBAGOES FOR ALL CLASSES OF REGULATIONS)
CASTINGS
0 SPECIAL FOUNDRY BLACKING {IN THREE 0 ALSICA FEEDER HEAD COMPOUND FOR IRON 4
QUALITIES) STEEL CASTINGS

SAND MIXERS & MILLS, RUMBLING BARRELS, ETC. AND A FULL RANGE OF FOUNDRY REQUISITES & SUNDRIES

FOR HIGHEST QUALITY MATERIALS & PROMPT SERVICE APPLY

BRITISH FOUNDRY UNITS LTD.

THE FOUNDRY SPECIALISTS
I:II:ZT:;\Z ;7El'I?ORT. CHESTERFIELD RETORT WORKS! CH ESTERFIELD
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e« « WATSONS =« o

(METALLURGISTS)

Ferro Alloy Powders9

All meshes, for Inoculations, Coatings, Spraying
and Dustings. All Foundry Metals and Supplies
for Steel or lIron. Refractories and Reagents.

All grades of Ferro Alloys

PULVOMETAL WORKS, MILL LANE, DRONFIELD
NEAR SHEFFIELD

Telephones: 3136-3137 Dronfield Telegrams : Cargo, Dronfield

LABORATORY CONTROLLED

INGOTS and SHOT

manganese bronze PLUMBER’S BRASS ALUMINIUM BRONZE

in STANDARD u N
and

Balfour House, Head Office & Works :

Finsbury Pavement, CUSTOMERS’ OWN Tyseley,

LONDON, E.C.2 BIRMINGHAM I
Monarch 7941/2 SPECIFICATIONS Victoria 0584/5/6

TYSELEY METAL WORKS LTD.
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This special corrugated section
of the “Talbard” Moulding Box
affords strength, lightness and

rigidity with
MAXIMUM SAND RETENTION

Talbard Moulding Boxes are precision manu-

factured from rolled steel of special analysis
and are available in a full range of sizes from
8in. by 6in. to 48in. by 30in.

These boxes are standardised for interchange-
ability of moulding-box equipment but special

boxes can be made for individual requirements.

LBARD Moulding Boxes

Cast malleable lugs and fittings
Accurately ground box faces

Precision ground pins adjustable for
length

Full range of loose pin and multi part
boxes

Accurate pin centres and guaranteed
interchangeability

Renewable steel bushes, round or
elongated

Straight lifting handles optional

Special brassfounders boxes

Range of bars, clamps, etc.,' as required
Speciallyjfinished and packed for export

E. TALLIS & SONS LIMITED

TALBARD WORKS, CHARLES HENRY STREET, BIRMINGHAM 12
(Phone : MIDland 4387 and Victoria 2072)
London Office: 47, WHITEHALL, S.W .l Phone: WHITEHALL 7740
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This legging has
the right i1deas

LOOK AT ITS SIX
SAFETY/COMFORT FEATURES

This new Safety Products Legging has been specially designed
to give comfortable protection to foundrymen, welders—
anyone exposed to the risk of leg or foot-burns.

The Legging has a spring frame with a detachable cover of

good quality asbestos cloth. It works like this:

1 ADJUSTABLE FIT. The spring is designed to adjust
itself to the size of the leg, ensuring a comfortable fit.

*2 RIGID COVER. The spring holds the cover rigid: the
ashestos cannot crumple or move out of position.

«i COOLNESS. The legging is pleasantly cool to wear: the
asbestos does not touch the leg at all.

dl QUICK REMOVAL. These leggings need no fasteners
(though snap fasteners are provided if preferred): there is
no under-foot strap. If hot metal falls on the legging, it
can be removed in an instant, before the heat can reach
the skin.

(S FOOT SAFETY. The reinforced spat front cannot curl:
it gives full protection always to the top of the foot.

O ECONOMY. The covers are easily replaced when
necessary: the spring gives long service and outlasts
many replacement covers.

OBTAINABLE NOW FROM DEFT. (E4.)

SAFETY PRODUCTS LTD.
44 HATTON GARDEN, LONDON, E.C.I, ENGLAND

Sole distributors in Great Britain for Willson Products Inc., Reading, Pa., U.S.A.

JOURNAL MARCH 29, 1951

THE “ EXPRESS” PNEUMATIC VIBRATOR

Available in
three sizes :

1" bore 40/-
ir -
li*,, 65/-

"EXPRESS” Vibrators eliminate battered plates— ,
save time and money.

FISHER FOUNDRIES LTD.

ALBION ROAD, GREET, BIRMINGHAM. Phone: VIC 0197

THOMAS HILL-JONES,

MANUFACTURING CHEMISTS

INVICTA WKS., BOW COMMON LANE, LONDON, E3
and at Meeson’s Wharf, Bow Bridge, E.I5

LTD.

Phone : East 3285 Grams : “ Hill Jones, Bochurch, London ’

FOUNDRY BLACKINGS,CHARCOAL,COAL DUST,
BEST CEYLON PLUMBAGO, FOUNDRY FACINGS
MADE TO CUSTOMERS’ SPECIFICATION

Established 1830. Old-established yet up to date in every detail this
organisation provides a specialised service for the foundry industry
that ensures rapid delivery and low prices all the time

METAL SPRAYING
with Zinc,
Tin,
Brass,
Stainless Steel, etc.
SHOTBLASTING
24 Hour Service.
The Walsall Sandblasting Co., Ltd.

Blue Lane West, Walsall
'Phone: Walsall 5708

CASTINGS “STAR FOUNDRY”
FOR ENGINEERS Birmingham Street,
WILLENHALL.STAFFS.
MOTOR TRADES Telephone
&C. 25112 WILLENHALL.
Telegrams:
i _ “ STAR FOUNDRY,
Castings Sand-Blasted WILLENHALL

WILLIAM HARPER,
SON & CO. (WILLENHALL) L td

Malleable and Soft Grey Ironfounders
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FOUNDRY FACINGS FOUNDRY FURNISHINGS

SHALAGO
BONDED
BLACKING

MIX ONLY WITH CLEAR WATER

FOR
DRY SAND MOULDS

AND COREWASH

W\* GUMMING &Ci> UP

GLASGOW FALKIRK CHESTERFIELD

DEEPFIELDS near BILSTON

& MIDDLESBROUGH
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AN ECONOMICAL BONDING
CLAY FOR FERROUS AND
A L B 0 N D NON-FERROUS FOUNDING

Regd. Trade Mark

HELPS FOUNDRYMEN IN 3 WAYS:—

FIRST CLASS DELIVERY—ALL ORDERS EXECUTED WITHIN A WEEK

ALBION PULVERISING COMPANY LIMITED
134, EDMUND STREET, BIRMINGHAM 3

TELEPHONE : CENTRAL 1574
Scottish Representatives: W. H. McKENZIE & CO., 28, ROYAL EXCHANGE SQUARE, GLASGOW, C.I, Tel.: Glasgow CENtral 5670

alticu\a*s

given'il
ass&B—-anm... ”
Mo~
A tesistanc

Send for our booklet
No. 142 which leils
you how to select
the best iron for
your particular joh

SIR W. G. ARMSTRONG WHITWORTH & CO. (” founders, LTD.
GLOSE WORKS, GATESHEAD- ON- TYNE.
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FERRO SILICON BRIQUETTES
FERRO MANGANESE BRIQUETTES
FERRO CHROMIUM BRIQUETTES

(Made in accordance with the original Patented Process)

FOR USE IN CUPOLA CHARGES

GENERAL METALLURGICAL & CHEMICAL LTD.

Finsbury Pavement House, 120, Moorgate, LONDON, E.C.2.

Telegrams : Abordable, London Telephone : MONarch 4328

SWYNNERTON
RED MOULDING SAND

COTES HEATH
STAFFORD

Can now offer unlimited quantities of

PULVERISED SAND, CORE SAND, WHITE

SILICA SAND and SEA SAND. “
BY ROAD AND RAIL Samples, Prices and Analysis
on Request.

Telephone: STANDCN 232
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HILLM AN WORKS GLOVES

LEATHERS

also APRONS, HAND
COVERINGS

AND PROTECTIVE
A. HILLMAN LTD., DU'DLEY, WORCS
CLASSES OF LEATHER:

LSEALS; BELTINGS AND ALL
LEATHER WORK AND FABRIC FOR IND-USTR1AL USE
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Do you, who are daily engaged in foundry
practice, really appreciate the importance of
filtration in the compressed air lines . .. do
you realise that many of your difficulties are, in
fact, caused by the lack of such filters ?

Atmospheric impurities enter via the compressor intake . . . water collects ... oil vapour
is picked up in the compressor . . . scale and rust form in the delivery pipes . . . and all
these can cause damage to tools and machines.

You can avoid this needless wastage by fitting the appropriate YOKES filter at every stage
between compressor and point of application. These filters with their 99.9% efficiency rating,
remove all liquids and dust particles which can cause wear and depreciation .. . they provide
insurance against breakdown at a ridiculously low premium.

VOKES TYPES INCLUDE

DRY FABRIC AIR EILTERS Full details will gladly be given of the VOKES filters most suited to your own application.
OILBATH FILTERS,

LIQUID FILTERS,
LU?:FIQLI'?EARTSI,’\IETC(.)IL lioneeAA ajf icaenilLfjic jfili/udwn

VOKES LTD. < Head Office : GUILDFORD"* SURREY =« London Office : 40 Broadway, Westminster, S.W.I|
Vokes (Canada) Ltd., Toronto * Represented throughout the World Vokes Australia Pcy, Ltd., Sydney

V3.5

Introducing

the te n n o X
SAND DRIER

© Complete absence of large rotat- © Compact and occupies very little
ing parts. floor space.
@ Extreme simplicity, handled by . O Continuous in operation with low

maintenance costs.

unskilled labour. o
. . . Delivers cooled, dry sand up to
@ High thermal efficiency using 100 ft. away from wet material

any heating medium. intake.

LENNOX FOUNDRY CO. LTD.

GLENVILLE GROVE, LONDON, S.E.8 Tel. TID 240l
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SAND AND LOAM MILLS

WITH STATIONARY SELF DELIVERING PAN AND ELECTRIC MOTOR DRIVE

SIZES FROM 3' 6' dla. to 6' 0' dla

EASTON & JOHNSON LTD., Engineers, Taunton

PHONE ?l4<

WHERE TO BUY
EVERYTHING FOR THE FOUNDRY

RING FACINGS
BLAckfriars EQUIPMEN >
9510 REQUISITES

FOUNDRY SUPPLIES DEPOT

Quay Street, Manchester, 3

ACDONALD

ALBERT SMITH & CO:

ooy . 00, St. Enoch Square P n eo m a iil
Chntn! 5909 GLASGOW, C.I T fc. AU
FOR COMPLETE Hammers
FOUNDRY SERVICE Grinders
PLANT TOOLS Drilling
FURNISHINGS Machines

EVERYTHING FOR THE FOUNDRY ;04N MACDOMMD  CO.(PneumaticTools)LTB
Pollokshaws —Glasgow, S 3

STEELE & COWLISHAW LTD., ENGINEERS. (0.pti 18) Head office &W ork, COOPER STREET, HANLEY, STOKE-ON-TRENT

Londen O ffice 329 High Holborn, W .C.l. leiephone: Holborn 6023
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for ail foundry
handling
problems

Roller Conveyors, Transfer
Tables, Turnover Switches,
Power slat conveyors

and humpers,

Sand preparation plant.

uissz z L. ROWNSON, DREW & CLYDESDALE LTD.

and™ Humpors”~Swing~Try 'Hgocl OfflCG 7 225 UPPER THAMES

Elevators, Portable Platform
Holsts, Donald Patent

LoTdYnTAd Unioardin°s" Sh'P Works: MAIDEN LANE =«

Telephone : GULliver 4418. Cables

YORK WAY =« KING'S CROSS +« LONDON =« N.I.

RPC jjq:
W € know that
Revolving the electric pul—
or ley block hoists
StaPtqu&aSry and overhead
Batch or travelling cranes
Continuous KNOWN we make are
treatment, THE WORLD OVER first-class engin-

Over or

under-driven.

eering jobs, but
we don’t suggest
that they can

double your output

Capacihes:- One foundry user has, however, and all have
BATCH MILL increased production by using Matterson equipment
11020 cwts for handling cores and pouring.
per charge. L . .
CONTINUOUS The hoist illustrated above is particularly
suitable for your sort of job, its creeping
MILL . speed feature enabling you to position Its
t°4ﬁ tons load even more accurately than by hand—
Beﬁ’f:)rour' the hand which tires so easily! There are
Electric- many more like it in the range 3 cwts. to
Motor 10 tons.
Driven.

matterson Ilimited

SHAWCLOUGH Tel. 4194 ROCHDALE

STREET +« LONDON = E.C.4.

Rownson, London. Codes : Bentley s Private. A.B.C. 5th & 6th and Liebers
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G. & R. THOMAS L2

MAKERS OF

HIGH-GRADE PIG IRON
FOR CYLINDER & HIGH DUTY CASTINGS

The perfect pig-iron for cylinder and high duty castings - - - free from porosity
and of high tensile strength. Our Technical Staff is always ready to assist users
and to advise with regard to mixtures. We cordially welcome your inquiries.

Hatherton Furnaces, Bloxwich, Staffs

Telephone: \ FAMOUS / Telegrams:
BLOXWICH 66248/9 \" SINCE / THOM*AS BLOXWICH,
1844/ WALSALL

N.R.S. MULTI-CHAMBER
Core Drying Stoves

One stove only for large and small
cores—drying and blacking !
Core Racks loaded once only!

No intermediate handling of cores from Coremaker to Coresetter.

“N eWSTAD?” for firing
R ecirculation Coke breeze,

System coal, gas or oil.
Sole Suppliers:

MODERN FURNACES & STOVES LTD.

Booth Street, Handsworth, BIRMINGHAM 21
Telephone : SMEthwick 1591 & 1592. Telegrams : MOFUSTOLIM, B’ham. 21



MARCH 29, 1951 FOUNDRY TRADE JOURNAL 4

THE BRITISH SHOTBLAST
& ENGINEERING CO. LTD.

LANCS. ENG

THE VERY LATEST IN SHOTBLAST
EQUIPMENT INCORPORATING NEW
WET TYPE DUST ARRESTERS

GUARANTEED RECONDITIONED PLANTS OP
ALL TYPES IN STOCK

THOS. GADD, %W Works, ™

{OffiEY RE3I8Cnaar BIRMINGHAM

Telegramu “Thoi. Gadd, Rowley Regia.”
Telephone: Blaekheath 1020. Eitabllihed 1830

~SANTULLE

nrnm/jfur j>ssm

“ SANTULLE”
READY-FOR-USE DRESSINGS

These packs of dressings are designed for greatest con-
venience. Each box contains pieces of open mesh tulle
approximately 3J in. square, impregnated with a sterile
medicated base, ready for immediate application.

The following are available :

Petroleum Jelly 36 dressings per tin
Penicillin  (Against medical

prescription only) 10
Burn and Wound 36

OLDBURY BIRMINGHAM

AIR COMPRESSORS

SINGLE AND TWO STAGE

VACUUM PUMPS

5-1,000 CU. FT. PER MIN.

lllustration shows
single acting two
stage Air Com-
pressor. Capaci-
ties from 100 to
378 cu. ft. of free
air per min. at
100-110 Ibs. per
sq. in.

ALEXANDER WILSON (Aberdeen) LTD.

ASHGROVE ROAD ENGINEERING WORKS, ABERDEEN
Telegrams: “ Compressor Aberdeen” Telephone’ 43353}&*4

oun man

Foseco Preparations are a
specially prepared range of
compounds for the refining,
purifying, degassing, deoxi-
dising etc. of Ferrous, Non-
Ferrous, and light Metals &
Alloys. The Foseco range
includes core and mould
dressings, diecoatings and
refractory washes, which ac-
complish 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 tech-
nical representatives and me-
tallurgists available without
charge or obligation.

To help the practical man to
overcome his difficulties our
publication " Foundry Prac-
tice,” published on alternate
months, will be sent free on
request - send for your copy
today.
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Ensure that the most up-to-date and specialised
equipment is to hand. Take a large helping of ripe
experience; add a vast amount o f technical knowledge
and a similar quantity ofknow-how; blend with
vigorous team-work; and simmer gently for over a century.

That is our recipe for smooth, efficient DISMANTLING.
Our customers find it very satisfying, judging by the
volume of orders which our Dismantling Department receives.

TRSUP

Si ips

DISMANTLING DEPARTMENT, BROADWAY CHAMBERS, LONDON, W.6

Telephone : Riverside 4141 Telegrams : Coborn, Telex, London
Also 600 Commercial Road, E.14; Bidder Street, Canning Town, E. 16; Belfast; Birmingham; Leeds; Manchester; Luton;
Morriston, Swansea; Hebburn-on-Tyne; Sheffield; Bath.

FTJ/511/DD4

A ROPER INSTALLATION CUPOLAS - CUPOLETTES

HOT METAL RECEIVERS
CHARGING MACHINES
STEEL CONVlERTERS
GEARED LADOLE HOISTS
LADLES-ALL TYPES
CORE SAND.OMIXERS
CORE MAKING MACHINES
TUMBLING BARRELS

PIG IRON BREAKING
MACHINES

ETC., ETC.

E. A ROPER & CO.

FOUNDRY PUNT ENGINEERS

Phocographed by kind permission of Messrs. Prince-Smlth and Scells, Ltd., Keighley. KE |G H LEY, YO R KS
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
Published by the Proprietors. Industrial Newspapers. Limited, 49, Wellington Street, fcSTKv,.C.2, and Printed
in Great Britain by Harrison A Sons, Ltd., Printers to His Majesty The King. London; Hayes (M aid High Wycombe.

\ if. VA
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B. W. BERK

LRr 6041

service .-end supplies available in N.K,

FLUXITOL for Perfect Castings or Ingots
Furnace or Cupola Repairs
consultation

service, with
REFRACTORIES

47, Coniscliffe Road, Darlington

'Phone: 2441 'Grams: Cupoiine

LIMITED mManufactured by
J. T. PRICE & CO.

y
Offices: 49, Wellington Street,Strand,'London*, W.C.2

LTD.,

Ild- Annual Subscrlp-
tion, Home 40;-, Abroad
47[-(Prepaid)l

PRICE’S FIREBRICKS

As used by all the leading Iron and Steelworks
and Foundries at Home and Abroad

STOURBRIDGE



