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The Sterling Shake-out
Machine increases foundry
economy and efficiency.
Saving time, labour, reducing
wear and tear on boxes to a
minimum, shaking out and
breaking up the sand com-
pletely. Made in sizes to
take from 5 cwts. to 5 tons,
they are a triumph of engi-
neering brains over the brute
force of a rough knock-out.

SHAKE-OUT MACHINES

mB YOUR SAND WITH A ROV ER

BRITISH MOULDING IYIACHINE COMPANY LTD

FAVERSHAM KENT
I'YSSSassalf

n n PHONE FAVERSHAM 2244

Built in England by
NEULEC LTD., SMETHWICK, Nr. BIRMINGHAM
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i. Higher refractoriness 2.
ductivity 3. Greater resistance to
by metallic oxides 4, Finer grain size
5. Better collapse.

Castings from Zircosil moulds are cleaner,
have a finer surface texture and even in
alloysrequiring the highestpouring tem-

peratures show no signs oflburning-in’.

FOR SANO BLASTING

Zircosil Granular is both harder and
heavier than silica sand. Its density,

in fact, is about half the density of steel
shot. It thus combines.the peening
action of shot blasting with the cutting
action of sand.

With Zircosil, particularly on hard alloy
steels, finishes can be obtained that

are impossible by any other method.

Leaflets giving full technical information may be had.from the manufacturers

of Zircosil in this country —

ASSOCIATED LEAD

MANUFACTURERS LIMITED

ZIRCON DIVISION

CRESCENT HOUSE, NEWCASTLE

MAY 24, 1951
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The economic advantages of cupola melting can
be combined with the physical qualities of iron
melted in an electric furnace by installing a Birlec
Lectromelt forehearth or conditioning unit.

The forehearth, essentially a simplified melting
furnace, may be of the stationary (above) or
tilting (below) type. Some advantages of this
"“duplex” arrangement are ... close control of
casting temperature .. .variety of accurate alloy
compositions from a standard cupola metal . . .
hot metal in the casting shop, possibly remote
from the melting furnaces, thus eliminating
pigging and remelting.

For fuller particulars write for leaflet No. 55a.

FOUNDRY TRADE JOURNAL

BIRLEC LIMITED

ERDINGTON e« BIRMINGHAM 24

Phone: EAST 1471 (9 lines) « Grams: Birlec, Phone, B’ham

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

ELECTRIC FURNACES

SM,B.299b

A
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Staffordshire Ancestry

Since r700 almost carry major improvement in the technique of ironftmnJing has originated in Staffordshire.

No. 6. SHELTON AND ETRURIA, HANLEY, NORTH STAFFS

Samuel Griffiths, in his “ Guide to the Iron Trade,” writes of the Etruria W orks:
“The Great Shelton Bar and Iron Company is situated at Hanley and is the property
of the Right Honourable the Earl Granville. The works were laid down in 1857 under
the direction of first class engineers and erected with assiduous care, quite regardless

of expense ...

This firm has succeeded in making a quality of malleable iron, not in the least
red short, a beautiful light colour in the fracture, with a rich fibre, and which will stand
a tensile jtrain in a much higher degree than that of many other Staffordshire houses.”

» Pictorial reference is reproduced
by courtesy of the publishers of
Samuel Griffiths' " Guide to the
Iron Trade of Great Britain"
to nbom grateful acknowledge

, merit is made.

LITY

R EFI NETD

For the past 136 years Pig Iron has been manufactured at
Bradley & Foster’s Darlaston Iron Works. Today, Bradley
& Foster’s spectrographic control of raw material and
finished product enables them to supply pig iron of consistent
uniformity to the most exacting specification.

CONTROLLED Bradley & Foster

P

G I R O N LIMITED

L.G.B.
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FAMOUS BINDING COMPOUNDS

Those who know best know no better

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

T H

The gi1yso series of Core Com-
pounds, Permol, Exol, Bondol, etc.
—specially developed in theFORDATH
laboratories and tested overthe 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 detailsfrom :

THE 'ORDATH ENGINEERING CO.LTD. HAMBLETWORKS, WEST BROMWICH,STAFFS

TELEPHONE: West Bromwich 0549, 0540, 1692.

telegram s : Metallical West Bromwich.
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F.E2 AND FE3 HYDRAULIC MOULDING MACHINES IN
CONTINUOUS CASTING PLANT (FOR MANUFACTURE OF
ELECTRICAL FITTINGS)

THESE MACHINES ARE AVAILABLE FOR BOX SIZES UP TO
39in. by 29in. THEY ARE PART OF OUR COMPREHENSIVE
RANGE WHICH CATERS FOR MOST REQUIREMENTS—
PNEUMATIC AND HYDRAULIC TYPES—ROLLOVERS, STRAIGHT
SQUEEZE, JOLT SQUEEZE, PATTERN DRAWING & STRIPPING
MACHINES—HAND MOULDING MACHINES, ETC

MAY 24, 1951

F.E4 MACHINE (FRONT)

FOUNUDRY E<2 U IP ME NT
LEIGHTON BUZZARD

phone:

LEIGHTON BUZZARD 2106.-7. GRAMS: EQUIPMENT’

LTD

BEDFORDSHIRE.

LEIGHTON

BUZZARD
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Nothing escapes the “ eye” of the Raymax 250 x-ray unit. Internal
casting faults—shrinkage, porosity, gas cavities and inclusions—all are
exposed and recorded. Foundry techniques are constantly improved,
wastage of time and material minimised or eliminated.

W ith its conservative 250 kVp rating it will effectively penetrate

up to 3i in. steel section and, appropriately mounted, provide
maximum flexibility and convenience in any location. The
potentialities of the Raymax 250 well merit investigation—no
obligation is entailed by asking for fuller particulars.

IYewlon Victor Limited

15 CaTenlJish Place, London W.I Phone: Lancjhnm 4074

MEMBER OF THE t.E. . CROUP OF COHPAKIE1L

To : Newton Victor Limited, 15 Cavendish Place, London, W.I
Please send me, without obligation, full particulars of the RAYMAX 250 industrial

NAME & ADDRESS

X-ray unit.

5IK5
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Illustration shows a Com-
mutator motor type KBA7
6/1 h.p. 1440/360 r.p.m.
with handwheel tor speed
regulation and standard
drip proof enclosure.

can o'-

\icati°n

FULLER ELECTRICAL & MANFG. CO. LTD.

Associated with ASEA Electric, Ltd

FULBOURNE ROAD, WALTHAMSTOW, LONDON, E.I7

Phone: LARkswood 2350 (10 lines) . Grams: Fullmage. Telex. London
Branch Offices;
MANCHESTER BIRMINGHAM GLASGOW DUBLIN Agent.
Lloyds B*nk Buildings Daimler House. Paradise Street 74 York Street Hmd'cock House

(Phone” BUcktriirs 223B) (Phone: Midland 6561) (Phone: Centra, .499) Fleet St. (Phone: 76534)
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non-existent a generation ago and now
occupying a place of first importance in many
branches of engineering and other industries.

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

Its low density is incapable of driving off gases from

sands during casting operations compared with

metals of higher density. Hot shortness of tempera-
tures just below solidification demand special attention to avoid cracking in castings.

These peculiar properties require in core sands employed a mixture capable of good green strength to
prevent sagging when cores are made, rigidity and freedom from friability when baked, and speedy collapse
coupled with high permeability when moulds are cast.

Amongst the earliest exponents of Aluminium casting are Messrs. Wm. Mills Ltd., Friar Park Road,
Wednesbury, and the cores shown in the above photograph are typical examples of work in daily
production, in which the problems associated with Aluminium Founding are met and mastered.
G. B. KORDEK is employed in this Foundry and has been found over a period of years to answer the
purposes which sound Aluminium practice requires.

c LUMINIUM isone ofthe Metals commercially

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

KORDEK

CORN PRODUCTS CO. LTD., WELLINGTON HOUSE, 125-130 STRAND, LONDON, W.C.2
BRANCHES AT BIRMINGHAM, MANCHESTER, NEWCASTLE AND PAISLEY
A member of the Brown & Poison Group

K ordeK G.BKordekK G.BKordolL

G B. KORDEK and G. B. KORDOL are Manufactured under British Letters Patent Nos. 515470, 543202
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C
BEMCO

BRIQUETTED
ALLOYS
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To ensure consistency keep a stock of Bemco
Silicon Briquettes available as an easy and
rapid means of adjusting your charge.

Bemco"Silicon Briquettes, cylindrical in shape
and coloured yellow, contain 21bs. of available
Silicon. These Briquettes are also made
containing 1 Ib. of Silicon'!

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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From Castings

Into  %mwsmg Components

Do you employ a man who could transform one ton of
intricate castings into a ton of bright, gleaming components
free from sand and scale - in one hour? Cores out and every
pocket, inside and out, as clean as a new pin.

If you do - then the chances are that he’s already
operating one of the 150 Centriblast Barrels now in use.

If you don’t - how much longer can you afford to carry
on brushing, poking out cores and creating dust by using
compressed air jets?

Let us send you a leaflet which will tell you all
about the machine you can’t afford to be without.

HEAD OFFICE: BRIDGE WORKS OSSETT YORKSHIRE
Telephone Ossett 353/4

And at Epsom, Surrey, Tel.: Epsom 2201.

Birmingham, Tel.: Edgbaston 1539. Glasgow,

Tel.: Central 5909. Manchester, Tel.;
Denton 2934.
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For uniformly good castings, consult a MEEHANITE foundry

MEEHANITE
METAL FOUNDRIES
AT YOUR SERVICE

Goulds Foundries
Limited
! GLASGOW
G. M. Hay
and Company Ltd.

KIRKINTILLOCH
Cameron and
Roberton Limited

LEICESTER
Richards (Leicester)
Limited
LONDON, W.s
Qualcast
(Ealing Park) Ltd.

NEWCASTLE-ON-TYNE *

C. A. Parsons
and Company Ltd.

RIPLEY, DERBY
The Butterley
Company Limited

ROCHESTER
Winget Limited

SOUTH SHIELDS
Carmichael Bros.
Limited
Nile Street
STOCKTON-ON-TEES
Ashmore, Benson
Pease and Co. Ltd.

WILLENHALL, STAFFS
John Harper
(Meehanite) Ltd.-

castings vital to a ship’s safety

demand the consistent dependability of Meehanite Metal

END FOR THIS
O O K —an important
lidc to every buyer
f castings. W rite
> “ Better Castings
1S93D ” to any of the
leehanite Foundries

Nowhere are more dependable castings needed than in a ship’s sea valves. The
castings shown, as fitted to S.S. Persic among other ships, had to be outstanding
in their resistance to corrosion, erosion and shock. Hence they are made in
Meehanite metal which, because of its fine and uniform grain, also ensures
absolute pressure tightness.

Castings of the same high standard for every purpose are produced by any
Meehanite Foundry — consistently to the exact engineering characteristics required.
With this service comes the knowledge and experience of the Meehanite Research
Institute and its membership of one hundred and

forty Meehanite Foundries throughout the world.

Photo of the S.S. Persic by courtesy of Shaw, Savill and Albion Co. Ltd. M e e h a n I te

THE INTERNATIONAL MEEHANITE METAL CO. LTD. JHTmI

66 VICTORIA ST., LONDON, S.W.I. Telephone: Victoria 9921-22 Telegrams: Meerion Phone London

T.A.3564
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an BEETLE IN USE — No. 4 X.

This is the fourth in a series o fannouncements
describing the actual experiences o fwell-known
foundries using Beetle Resin W20
in production quantities.

Pouring refrigerator castings: note the absence offumes when \V20 is used.

“Scrap lowest for 2k years"
Is Coneygre’s experience

Coneygre Foundry Ltd. uses synthetic resin corc-binder almost exclusively. Not only has W20 led

Photograph by courtesy of Coneygre Foundry Ltd.

to a substantial reduction in scrap, but the core and casting output has been increased. The good
breakdown properties of W20 have eliminated the need for de-coring as a separate operation
and the good surface finish of the castings has raised the capacity of fettling and dressing shops.
Costs are reduced all round ....ccooovicnne. Write for Technical Leaflet C.B.I.

BEETLE RESIN W20 Core-Binder

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

*BEF.TLE*is a trade mark registered in Great Britain and in most countries o f the world.
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the

SANDSLINGER

MAY 24, 1951

for power, speed and flexibility in ramming.

Speed up production----------m--

The Junior Motive Sandslinger, illustrated

above, provides instant ramming service on

both sides as it travels to and fro along a
3-ft. gauge track.

The complete mobility of the unit enables it

to provide, without delay, the intermittent

ramming requirements of the mixed jobbing
foundry.

FOUNDRY PLANT AND MACHINERY LTD 113 VST REGENTAST.
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When considering the installation of com- matic Compressors. For here is pneu-
pressed air plant, whether in portable form

or permanently installed, your foremost
concern will be to get the compressor which
will give you the years of consistent, trouble-
free operation necessary to ensure that

matic power in its most efficient form . ..
from compressors that have won a world-wide
reputation for low running costs over long
periods. The full range of CP Compressors

maintenance costs stay low. You will want includes portable and stationary types in

exactly the long-term reliability that is so capacities ranging from 63 cu. ft. up to S00 cu.

carefully engineered into Consolidated Pneu- ft. For technical advice and specifications—
n in i —— " i—»

CALL IN (onsoélidated

TO»— -TT-Tii

CONSOLIDATED PNEUMATIC TOOL CcCOo. LTD. LONDON & FRASERBURGH

Offices at Glasgow * Newcastle * Manchester * Birmingham * Leeds * Bridgend * Belfast * Dublin *Johannesburg *Bombay
Melbourne * Paris * Rotterdam ' Brussels * Milan * and principal cities throughout the world.
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To solve the problem of movement in Heavy Industry, Collis have designed Heavy Duty
RolaVeyor. By this means heavy loads can be moved quickly from place to place by gravity
which is not only free, but infallible. But sometimes a gravity conveyor is impracticable
because levels are unsuitable, and yet the nature of the goods to be shifted calls

for The RolaVeyor, for this situation there isPowered RolaVeyor. Both

types are available, with fully protected ball bearings, for heavy

industrial use. Whicheveris applicable it is true to say

thatin Heavy Industry—increased mobility

means greater productivity.
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by installing BMM MOULDING MACHINES

Our turnover type moulding machines
embody all of the experience gained

in 20 years of moulding machine manufacture.
They are designed above all else, to

operate day after day, year after year, without
the irritating breakdowns which play

such havoc with mechanised production.

for speed plus endurance ...

BRITISH MOULDING MACHINES

BRITISH MOULDING MACHINE CO. LTD. FAVERSHAM KENT ENGLAND
P3I
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“Stein KM” (burned Chrome-;
Magnesite) bricks are giving con-
sistently good service in side walls
of basic electric furnaces. Photo-
graph shows Interior of a 10 ton =
furnace afcer 11 weeks' operation,
lining was 9’ thick and bricks
were Jointed using steel sheets, j

May we send you

further particulars?

LESS GAS AND—OBMOXTOUS FUMES.
GAS AND OBNOXIOUS FUMES. LESS GAS AND OBNOXIOUS FUMES..,
AND OBNOXIOUS FUMES. LESS GAS AND OBNOXIOUS

OBNOXIOUS FUMES. LESS GAS AND OBNOXIOUS FU jjinr'»

FUMES. LESS GAS AND OBNOXIOUS FUMES
LESS GAS AND OBNOXIOUS FUMES. LESS
GAS AND OBNOXIOUS FUMES. LESS GAS

AND OBNOXIOUS FUMES. LESS GAS AND
OBNOXIOUS FUMES. LESS GAS AND OBNOJ
FUMES. LESS GAS AND OBNOXIOUS FUME
LESS GAS AND OBNOXIOUS FUMES. LES
GAS AND OBNOXIOUS FUMES. LESS GAS
AMD OBNOXIOUS FUMES. LESS GAS AM
gBNOXIOUS FUMES. LESS GAS AND OB)

-------------------- THIS COUPON

Pinned to your letterhead and posted to

Sternol Ltd. (Foundry Dept.) Royal London

House, Finsbury Square, London, E.C.2, II_IElﬂ m
is

will bring you full details of,f Sternocore” |5 aH)|

high efficiency oils, creams, compounds. 1) OBNdJ
lioxious
IBS. LE

Details from

ROYAL LONDON HOUSE e« FINSBURY SQUARE *

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

JOURNAL

EBSS GAS' AtfD OBNOXIOUS FUMES.

HIGH EFFCIENCY
CCRE OILS, CREAMS
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LESS GAS AND OBNOXIOUS PUMES V
GAS AND OBNOXIOUS FUMES. LE
OBNOXIOUS FUMES. LESS G
'v-.I0US FUMES. LESS GAS A
GAS AND OBNCXIO

OBNOXIOUS FUMES.

IOUS FUMES. IE

FUMES, LESS Q
LESS GAS A1l

S AMD OBNCXIO

tXIOUS FUMES.!

FUMES. LEi

is. LESS G

LESS GAS A:

AND OBNOXIO;

CIOUS FUMES .|

FUMES. IE

te s . less g

LESS GAS A

IAS AND OBNOXIO

iNOXIOUS FUMES..

IOUS FUMES. LE

FUMES. LESS G

FUMES. LESS GAS A

I,LESS GAS AND OBNOXIO--

LESS

LONDON E.C.2
Telegrams “ STERNOLINt, PHONE, LOHDON
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t
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International Mechanite Metal Co., Ltc
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Jeffrey it Co., Ltd.
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Major, Robinson, it Co., Ltd.
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Marsden it Bateson, Ltd.

M atterson, Ltd.
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Metalectric Furnaces, Ltd.

Metrépolitan-Vickers Electrical Co., Ltd

Midland Tar Distillers, Ltd.

Mining it Chemical Products, Ltd.

Mirrlees Watson Co., Ltd.

Mitchells Emery Wheel Co., Ltd.

Modern Furnaces it Stoves, Ltd.

Mole, S., it Sons (Green Lane Foundry'
Ltd

Molineux Foundry Equipment, Ltd.
Mond Nickel Co., Ltd.

Monoracter Manufacturing Co., Ltd.
Morgan Crucible Co., Ltd.

Morris, B. O., Ltd
Morris, Herbert, Ltd.
Moss, Win., & Sons, Ltd.
Muir, Murray & Co., Ltd.
Musgravc it Co., Ltd...
National Savings Committee

Neville, T. C., it Son, Ltd.

New Conveyor Co., Ltd.

Newman, Hender it Co., Ltd. ..
Newton. Victor, Ltd...ccoovvvniniininens
Norton Grinding Wheel Co., Ltd.
Orwin, R., it Son, Ltd.

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

£0

29

30
38

Passe, J. F.,

Paterson Hughes Engineering Co., Ltd,

Pattern Equipment Co., Ltd.
Pearson, E. J. it J., Ltd.
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Phillips Electrical. Ltd.......cccocou.e.
Phillips, J. W. it C. J., Ltd.

Pickerings, Ltd.
Pickford, Hollan
Pitt, Il. S.. it Co., Ltd.
Pneulec, Ltd
Pneumatic Components. Ltd.
Portway, C., it Son, Ltd.
Precision Presswork Co., Ltd.
Premo Pattern Co., Ltd.

Price, J. T., it Co., Ltd.
Ransomcs, Sims it Jefferies. Ltd.
Rapid Magnetic Machines, Ltd.
Reavell it Co.. Ltd.
Richardson Engine

ﬁgham

9

Ltd
Richardson, R. J., it Sons, Ltd.
Ridsdale it Co., Ltd .........................
Riley Stoker Co Ltd.
Robson Refractorles Ltd.
Roper, E. A.,
Rotoilft Sales Co.
Round Oak Steel Works, Ltd.
Rowland, F. E., it Co,, Ltd.
Rownson, Drew it Clydesdale Ltd.
Rozalex, Ltd.
Rustless Iron Co.. Ltd.
Safety Products, Ltd.....ccoceviunnnae
Scottish Foundry Supplies Co. ..
Shcard, Geo. (Congleton), Ltd.
Sheepbridge Co., Ltd
Sheffield Smelting Co., Ltd.
Sheppard it Sons, Ltd.
Sieber Equipment Co:, Ltd.,
Sinox Engineering Co., Ltd.
Sklenar Furnaces, Ltd.
Slough Metals, Ltd.
Smedley Bros., Ltd
Smeeton, John A., Ltd.
Smith, Albert, it Co...
Smith it Fawcett, Ltd..
Smith, J. (Keighley). Ltd.
Spencer it Halstead, Ltd.
Spcrmolin. Ltd. ..
St. George’s Engineers, Ltd.
Standard Brick it Sand Co., Ltd.
Stansby, W., it Co., Ltd.
Stanton Ironworks Co., Ltd., Tho
Stavcley Iron it Chemical Co., Ltd.
Steele it Cowlishaw, Ltd.
Stein <t Atkinson, Ltd.........cc.....
Stein, John G., it Co., Ltd.
Sterling Foundry Specialties, Ltd.
Sternol, Ltd.
Stewart and Gray, Ltd.
Stewarts and Lloyds, Ltd.
Stone-Wallwork, Ltd.
Sturtevant Engineering Co., Ltd.
Swynnerton Red Moulding Sand
Tallis, E., it Sons, Ltd. ..
Tangyes, Ltd.
Technically Controlled Castings Grou
Teisen, Th. s
Thomas, G. it R., Ltd.
Tilghman’s Patent Sand Blast Co., Ltc
Traughber Filter Co., Ltd.
Tysclcy 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. & 1., Ltd
Walsall Sandblasting Co., Ltd.
Ward, Thos. W., Ltd....cccoevvereenn.
Waring Bros.
Warner it Co., Ltd.
Watsons (Metallurgists), Ltd. ..
W ebster <t Co. (Sheffield), Ltd..
Wengers, Ltd
W est Midland Refining Co. Ltd.
Wickman. A. C., Ltd....ccccoeuviennne
Wiggin, Hy., & Co., Ltd.
Wilkins, Campbell & Co., Ltd. ..
Winget, Ltd.
Wilson, Alexander (Aberdeen), Ltd.
Woodward Bros. & Copelin, Ltd.
Yates it Baker
Zirconal .Ltd.

James

30

48

46

39
43

561
a4
18
18

36

41

42

43

29
27
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In the minds of the Great Many is deep speculation as to which

quadruped will first thrust its neck past a painted post in the forth-

coming ‘classic’.  And upon such surmise vast sums of money will

change owners.

There is less of speculation and far greater certainty in many a
modern foundry where the Favourite ‘Mechanisation’ proves its

mettle. And not with any brief flash past the post. For here the

‘finishing line’ is a permanent feature: profitable, expansive,

economical. Where the stake money is not hazard but investment.

And for bonus there is great good will.

.SPECIALISTS IN FOUNDRY MECHANISATION

HALIFAX

s ENGLAND

Telephone-. Halifax 61247/8/9 «Telegrams; Augusts,Halifax
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American Technology—I, Grey lron

The preprints of the Papers presented to the
recent Annual Congress of the American Foundry-
men's Society indicate most clearly that they have
for their ultimate object economic production. For
instance, several Papers deal with “ heat transfer,”
yet their common objective is the reduction of
cleaning costs. Another group covers “ plant equip-
ment,” and here it is the elimination of machine-
shop waste that is sought. It must not be thought
from the above that because of this the level of
technology has been lowered. Actually it is very
high.

As would be expected, nodular iron was featured,
and there were two Papers on the subject. One, by
Mr. White, gave information on the subject of the
Influence of Silicon Content on Mechanical and
High-temperature Properties of Nodular Cast Iron,
and the second, by Mr. J. E. Reader, on the influ-
ence that phosphorus has on this alloy. In the
former case, the silicon range was from 2.6 to
6 per cent. At 5 per cent, there was a marked in-
crease in transverse and impact strength, but at
6 per cent, these properties were lowered. The
hardness of the irons was progressively increased
by silicon additions, and the magnesium-treated
irons were consistently 100 Brinell harder than the
untreated irons. In general, 4 to 5 per cent, silicon
irons are really strong and have sufficient impact
strength to overcome brittleness. They are more
resistant to growth and scaling than are those irons
containing flake graphite. <At 885 deg. C. the 6 per
cent, silicon irons containing spheroidal graphite
have shown excellent non-scaling properties, and up

to 1,000 deg. growth was unmeasurable and the
scaling resistance was the equivalent of 18:8 stain-
less steel. Phosphorus additions are equally inter-
esting, but in general deleterious. They show an
increase in tensile strength associated with impaired
elongation and impact strength.

This subject of nodular iron was also touched on
by Mr. Renshaw in his very well-written British
Exchange Paper, for he cites the basic-lined cupola
as a means of producing extremely low sulphur
content—a prerequisite for its production. Methods
for sulphur reduction have also been studied by
Mr. W. W. Austin, Jun., and his views are set out
in a Paper on the machinability of grey cast iron.
Mr. Austin indicates that in the last few years
Renshaw’s results have been confirmed by Mr.
S. F. Carter. The latter, however, adds 3 per cent,
calcium carbide to an all-steel charge and reports a
sulphur reduction from 0.119 down to 0.031 per
cent. This interesting Paper indicates that whilst
magnesium is good for reducing sulphur in medium-
phosphorus grey iron, it does not improve machin-
ability.  Synthetic basic slags made up of lime
fluorspar and cryolite have shown good results as
desulphurisers. The use of calcium carbide for this
purpose was quite effective—somewhat more expen-
sive than soda ash, but less harmful to ladle
refractories. The Author concludes that the soda-
ash process is the cheapest and the basic cupola the
most expensive. Three other really good Papers
combined to make the grey-iron session at Buffalo
a memorable one.
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I.B.F. Newcastle Conference Fund

It is announced that, as at April 20, subscriptions to
the special fund which is being raised in connection with
the Newcastle Conference of the Institute of British
Foundrymen have been received from the following.
It should be noted that Mr. W. Scott, o.b.e., j.p., Sir
W. G. Armstrong Whitworth & Company (Ironfounders),
Limited, Close Works, Gateshead-on-Tyne, is treasurer
of the conference fund: —

£ s (L
riorm -ERiei/cru aiuiiuc uugiuccnus »

Limited, and George Clark (1938), Limited 157 10 O
Sir W. G. Armstrong Whitworth & Company (lron-

foundors), Limited, and Jarrow Metal Industr'-S,

Limited 100 0
Stanton lronworks Company, Limited 50 0O
Staveloy Iron & Chemical Company, Limited 50 0
Charles'W. Taylor & Son, Limited 50 0O
Clarke, Chapman & Company, Limited 50 8
Colin Gresty (president-elect) 26
Noble * Lund, Limited 265
North Eastern Iron Refining Company, Limited 26 5
Swinney Bros., Limited . 26 5
Carmichael Bros., L im ited .. 25 0
Smith & Company (South Shields), Limited 25 0
I1. W. Collin, Limited 10 10
D. Sop. Bowran, L im ited ... 10 10
E. Jopling & Sous, Limited 10 10
Michcll Bearings, Limited 10 10
Steels Engineering Products, Limited 10 10
T.J. Thomson & Son, Limited 10 10
Victor Products (Wallscnd), Limited 10 10
British Engines, L im ited 10
Donkin & Company, Limited . 10
Parson & Crosland Limited . 10
W right, Anderson & Company, Limited 10
Mrs. J. A. MackInluy e 6

Swan, Hunter * Wigham Richardson, Limited
George Angus & Company, Limited

Baker Perkins, Limited ..o
R. B. Charlton & Company, Limited

Cowans, Sheldon & Company, Limited

J. W. Ellis & Company, Lim ited...
John Lynn & Company, Limited...
Sigmund Pumps, Limited

J. Shaw & Company (West Hartlepool), Limited
Bond's Foundry Company..
Cleugh Sand Company .
Parsons Marine Steam Turbi
Tyneside Foundry Company, Limited

Wallscnd Slipway * Engineering Company, Limited
Cox & Danks, Limited

F. H. (Newcastle), Limited
Jarrow Iron & Metal Com pa
Pvrotenax, Limited

Samuel Talbot (Ehginoors), Limited
Aveling Barlord, Limited
Clayton & Armstrong, Limited
Clayton & Davie, Lim ited ...
Liner Concrete Machinery Com
Paraon & Colls, Limited

Iteav Gearworks, L im ited ...ccocovviviiviieiiiccreiecieie
M. H. Southern & Company, Limited

Wear Winch & Foundry Company, Limited

PN NNOWRWWOO000TNUIUUINUTLTTILTOOO OO

P ONNNNNOWWwwwo oo oaaaaa oo
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£835

o

Total

Forty Years Ago

W ith the exception of an article on Hardness Tests
for. Alloys by F. H. Hurren, the Foundry Trade
Journal for May, 1911, is not a vintage issue. There
is recorded the gift of a roll-top desk to Dr. T. Swinden
on. his resignation from the position of honorary secre-
tary of the Sheffield branch of the Institute of British
Foundrymen. Amongst new _companies registered
were: Manchester Furnaces Limited, and J. W. and
C. J. Phillips Limited. It was announced that the
Bessemer Medal was to be awarded to Henri Le
Chatelier the eminent French metallurgist.

Fire broke out on May 17 in a laboratory.of the
chemistry department at the Royal Technical College,
Glasgow, causing damage amounting' 'to several
thousand pounds.
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I.B.F. Golf Meeting

Woodhall Spa, September 29 and 30

Non-playing members of the Institute of British
Foundrymen and their wives are particularly welcome
at the Institute’s annual golf meeting to be held again
this year at Woodhall Spa, Lincolnshire, with a rendez-
vous at the Golf Hotel. This hotel offers first-class
accommodation and is recommended with confidence.
It may be necessary, however, for some members to
share twin-bedded rooms.

Terms— Friday night (including dinner) to Sunday
(including luncheon), £3 per head; separate days (in-
cluding all meals and afternoon tea), £1 5s. per head,
plus 10 per cent, surcharge.

Transport—Intending participants should state on
the entry form submitted whether travelling indepen-
dently and the proposed route to Woodhall if able and
willing to offer lifts en route to other competitors.

Full details of the competitions are as follow: —

Standard Scratch Score 74

Handicaps.—Limited to 24. As a course allowance will
be made, competitors are asked therefore to provide a
score card of the course on which they are handicapped.

Morning. September 29.—Medal round of 18 holes;
couples will be arranged on a similar handicap basis
and the lowest net score returned will be deemed the
winner of the I.B.F. Handicap Challenge Cup, which
will be held for one year. The lowest gross score re-
turned will be deemed the winner of the 1.B.F. Scratch
Challenge Cup to be held for one year. The two winners
will also be presented with the usual I.B.F. tankard
prizes kindly presented by the president of the Insti-
tute,- Mr. J. J. Sheehan. No competitor can win more
than one prize in the morning. There will be an optional
5s. sweepstake on the handicap event only, to be divided
two-thirds to the winner and one-third to the runner-up.
Ties, if any, will be decided on the last nine holes or,

if necessary, on the last 12 or 15 holes. Sweepstakes
will be divided.
Afternoon—Greensome foursomes against bogey

under three-eighths of combined handicaps for a 5s. per
head entrance fee and sweepstake, two-thirds to
winners, one-third to runners-up. Partners will be drawn
on the “Sheep and Goats ” basis.

September 30.—Four-ball foursomes against bogey
(three-quarter handicaps) (arrange partners). Sweep-
stake arrangements the same as for Saturday afternoon.

Green fees: 7s. 6d. per day to be paid to the I.B.F.
golf secretary (one round 5s.).

Starting Times.—Mornings, 8.30 a.m.; Saturday after-
noon, 2 p.m. prompt. Time sheet for Saturday morning
will be posted in the hotel on Friday night.

Caddies.—These will be extremely scarce, so competi-
tors..should bring their own caddy cars or hire them
at the course. Any caddies available will be allocated
in seniority of age to those who apply when entering.
All correspondence should be addressed to the honorary
1.B.F. golf secretary, Mr. F. Arnold Wilson, c/o William
Jacks & Company, Limited, Winchester House, Old
Broad Street, London, E.C.2.

The Council of the Institute of Production Engineers
announces that the 1951 Schofield Travel Scholarships
have been awarded to Mr. F. W. Walton, chairman
of the Liverpool graduate section, and Mr. .A. H.
Needham, a graduate of the Lincoln section. Mr.
W alton will spend six months in the United States of
America, and Mr. Needham will visit Switzerland for
six months.
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I.B.F. Conference Works VIisits

Newcastle-upon-Tyne Area

Below are printed brief accounts of a number of establishments in the Newcastle-upon-Tyne area which

are to be visited during the Annual Conference of
Other works tof be visited will be described subsequently.

12 to 15.

C. A. PARSONS & COMPANY, LIMITED,
NEWCASTLE-UPON-TYNE

the heaton works 0f C. A. Parsons and Company,
Limited, were founded by Sir Charles A. Parsons
in 1889 in order to have greater facilities for the
development of steam turbines and high-speed
electrical generators than were available at Gates-
head where their manufacture had been commenced
in 1884. The works are located on Shields Road
about two miles from the centre of the city and
when first opened occupied a site of about two
acres and comprised a single shop measuring 170
by 50 ft.,, in which turbo-dynamos were built, a
small pattern-shop, a smith’s shop, testing room and
an office; the entire staff numbered only 48. From

the Institute of British Foundrymen from June

such small beginnings have been built up the
Heaton Works of to-day, which now cover an area
of 43 acres, including the welding shops and
foundries at Walkergate and the optical works,
employing over 5,000 persons.

Turbo-generating Plant

The principal efforts of Heaton works are
directed to the development and manufacture of
turbo-generating plant, and since the commence-
ment in 1889, the aggregate output of these plants
has reached 12,000,000 h.p. A view of one of the
assembly shops is shown in Fig. 1. In addition to
steam turbines and turbo-generators of all kinds,
the manufacture of turbo-blowers and compressors,
surface condensing plant and transformers is also

Fig. 1.— View of the Turbo-alternator and Transformer Shop at the Heaton Works of C. A. Parsons & Company
Limited.



542 FOUNDRY

undertaken. The design and construction of
astronomical telescopes is another line for which
the Parsons Company is famous. This work is
carried out in a special department of Heaton
works known as the optical works and operated
under the name of Sir Howard Grubb, Parsons
and Company.

When the works were founded in 1889, the largest
turbine constructed was for an output of 75 kw.;
this machine was installed in the Forth Banks
power station of the Newcastle and District Electric
Lighting Company, and was the first example of
the use of a steam turbine in any public power
station. By the year 1900, the size of single machines
had reached 1,000 kw., whilst in 1923, a 50,000 kw.
turbo-alternator was built and despatched to
Chicago for service in one of the largest generating
stations in America. This machine was constructed
as a three-cylinder cross compound unit, the low-
pressure rotor running at a speed of 720 r.p.m.
By 1930 it was possible to build turbo-alternators
for the same output to operate at 1,500 r.p.m., while
after a further seven years there was constructed
at Heaton works a 50,000 kw. turbo-alternator to
operate at 3,000 r.p.m. In 1949, orders were
received for turbo-alternators for outputs of
100,000 kw. when running at 1,800 r.p.m.

Morning Route of the Visitors

During the morning the T.B.F. party will visit
the foundry which has recently been reconstructed
at a cost of approximately £300,000. The annual
output is about 3,000 tons of a wide range of sizes
and weights of castings. The foundry is divided
into three main units—a light section (Fig. 2) pro-
ducing castings from a few ounces to about 100 Ib.;
a medium section handling from about 100 Ib. up
to 5 tons, and a heavy bay producing castings up to
40 tons. Placed between the heavy bay and the
medium and light sections is a totally-covered stock-
yard serving two 54-in. dia. and two 24-in. dia.
mechanically-charged cupolas. In the heavy sec-
tion,* in addition to the normal overhead cranes,

* Illustrated in a Paper by Mr. N. Charlton to be delivered
at the Conference.
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Fig. 2.— Light Castings
Section of the Foundry
of C. A. Parsons &

Company, Limited.

there are independent electric travelling wall-type
jib-cranes. Also, a large motive-power Sandslinger,
with 10-ton capacity interchangeable hoppers, runs
down the centre of the bay and is so positioned
that it can reach all the moulding pits. A large
sand-handling, mixing and recovery plant is installed
at the end of the bay, from which sand, including
that used by the Sandslinger, is delivered to each
pit by skip ready for use, wheelbarrows having
been eliminated.

In the light and medium sections illustrated in
Fig. 2, again all handling is kept to a minimum.
Sand-preparation and milling plants are conveyor
and elevator fed and deliver sand, carefully con-
trolled for moisture, permeability and bond strength
via an overhead conveyor to hoppers at each mould-
ing station. Any sand spilled passes through a
grating to a basement conveyor, which returns it
to the sand-preparation unit. All boxes are closed
on roller conveyors feeding the pouring line; after
casting they move by conveyor to a mechanical
knock-out machine, the sand falling through
gratings and being returned to the sand plant.

Afternoon Route

During the afternoon, the party will visit the
works at Heaton and Heaton South. At Heaton
all machining and erection of turbo-generating plant
and transformers up to the largest sizes is under-
taken, while Heaton South is devoted to the pre-
paration of core plate, turbine blading and the fabri-
cation and bending of high-pressure steam pipes.
All the machine shops at Heaton have been re-
equipped with new machine tools at a cost of
£600,000, and the re-grouping of the tools and new
shop layouts have enabled the output of the works
to be increased three times that of 1939 with only
20 per cent, more floor area, and without interrupt-
ing production during the changeover. One of the
largest machine tools is a heavy-duty planing
machine capable of handling work pieces up to
50 tons in weight. It has a stroke of 29 ft., a width
between uprights of 12 ft. 6 in., and a maximum
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height under the cross slide of 12 ft. Another inter-
esting machine is a rotor-slot milling machine which
cost over £30,000. Each cutter mills the full depth
of slot up to 11 in. deep, one foot in 13£ min.
The turbo-alternator erecting shops adjoin the
heavy machine shops and all machines are erected
here. Depending on their destination they may be
run up to speed. Machines varying in size from
2,500 kw. up to 100,000 kw. are at the present time
under erection.

The large alternator and transformer shop is one
of the finest in the country and was completed in
1948. It was designed for two 200-ton cranes, which
could lift 350 tons together. This all-welded build-
ing has no roof trusses and is 74 ft. high, 315 ft.
long and 60 ft. wide, with 50-ft. high glass windows.
Towards the centre of the shop is a large reinforced-
concrete foundation block for the erection and test-
ing of the completed alternators. At the east end
of the shop is the impregnating plant. In the shop
will be seen alternator stators for capacities up to
100,000 kw. in various stages of construction, as
well as large transformers.

The interior of the whole works is painted in
stimulating colours. The roofs are sky blue to give
a receding effect, the walls a warm sunshine colour
and slow-moving parts are orange; bedplates and
fixed parts being in a restful green. All the machine
tools are so painted, the annual bill for painting
averaging £16,000.

CONSETT IRON COMPANY, LIMITED

The district of Consett, situated some 15 miles
south-west of Newcastle-upon-Tyne, can trace its
association with the iron and steel industry for over-
100 years. Consett Iron Company Limited, which
is the modern development of two earlier companies,

Fig. 3.—Blast Furnaces and Power Station of the
Consett Iron Company, Limited.
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was registered in 1864 and the present works form
a. completely-integrated modem unit, working coal,
ore and limestone through the various processes
necessary for the production of iron and steel. In
addition, the Company owns brickworks making
all classes of refractories, and a tar distillery. The
Fell coking plant produces coke for blast-furnace
use, together with the usual by-products and has a
total carbonising capacity of nearly 15,000 tons of
coal per week. Adjacent to it is the blast-furnace
plant (Fig. 3) of three modern, fully-mechanised
furnaces, each capable of producing over 4,500 tons
of pig-iron per week.

Steel Plant

The steel-producing plant consists of eight fixed-
type open-hearth furnaces—seven of 150 tons capa-
city and one of 80 tons—and an inactive mixer
capable of holding 1,000 tons of molten iron. All
the steel furnaces are fired by a mixture of coke-
oven gas and tar. The steel ingots after reheating
in soaking pits are either rolled into slabs in a slab-
bing mill and thence into plates in No. 1 mill which
is a two-stand, reversing mill 9 ft. 6 in. wide, or
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No. 2 mill, which is a three-high mill 6 ft. 6 in. wide,
both these mills being electrically driven and produc-
ing plates from 6 to £ in. thick (No. 1 mill being
capable of rolling plates up to 108 in. wide). Some
ingots are reduced on a 36-in. steam-driven cogging
mill to bloom size and then passed to a 22-in. or a
32-in. rolling mill producing a range of billets and
slabs.

There isa comprehensive system distributing blast-
furnace and coke-oven gas to the various metallur-
gical furnaces where these gases are mixed in chosen
proportions. Any surplus gas passes to the central
boiler plant in substitution for part of the normal
pulverised-coal fuel.

Extensions

A major development programme covering the
whole undertaking is at present in progress: one
example being the modern power station (shown in
the background of Fig. 3) recently completed and
concentrating the production of all the energy re-
quirements of the works whether in the form of
steam, electric power or pressure air. The equip-
ment to date includes: five watertube boilers of
100.000 Ib. per hour.; two turbo-blowers of 55,000
cub. ft. per min. at 25 Ib. per sqg. in.; two 15,000 kw
turbo-alternators producing at 11,000 kva.; another
15.000 kw. being built, and one turbo-blower of
45.000 cub. ft. per min. capacity at 25 Ibh. The Com-
pany also owns a modern continuous rolling mill at
Jarrow near the mouth of the Tyne, producing strip,
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rounds and small sections for the lighter engineer-
ing industries from steel billets provided by thé
parent plant at Consett.

CLARKE CHAPMAN & COMPANY,
LIMITED

Clarke Chapman & Company, Limited, at Gates-
head, axe primarily known, as manufacturers of
steam and electric ships’ deck and engine-room
auxiliaries. The Company has also specialised in
the manufacture of water-tube boilers and ancillary
plant for power-station and other land applications.
The firm was established in 1862 at south shore,
Gateshead, and in 1874 moved to Victoria works,
where present operations are conducted. All the
iron castings required are produced in the works
foundry, some 200 tons of finished castings per
week being required. Careful preparations have
been made for the visiting foundrymen; small
parties will tour the works, taking the following
sections in rotation.

Foundries

The iron foundry is served by three cupolas, two
being of 48 in. int. dia. and one of 28 in. dia.
Close control over the melting practice is main-
tained as large numbers of water and steam cylinders
are required, together with a good proportion of
high-duty irons. The laboratory is responsible for
this control which is extended to cover the moulding
and core sands. Castings from a few pounds up to
approximately 10 tons each are produced, the work

PIG 4 —view' of Winch and Windlass Shop at the Works of Clarke, Chapman & Company Limited.
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Fig. 5— View of Pump
Shop at Clarke Chap-
man &’ Company,
Limited, showing Ray-
mond Bowl Mills being
Assembled.

being roughly divided into 50 per cent, floor-mould-
ing and 50 per cent, machine moulding. An ex-
tended programme of modernisation of the foundry'
plant is being carried out, this without interfering
with the present production.

Adjoining the iron foundry is the non-ferrous
foundry, producing approximately 12 tons of
cleaned castings per week. The main melting units
in this section are two oil-fired tilting furnaces.
Natural draught, coke-fired, pit furnaces are also
available for use when larger castings up to 2\ tons
each in weight are required. All classes of brass and
bronze castings are produced, melting and pouring
practice for this production being also under strict
laboratory control.

Other Departments

Winch and Windlass Shop

Steam driven ships’ cargo winches and steam and
electrically driven ships’ anchor windlasses in great
variety are produced in this shop, including whaling
winches, self-rendering towing winches and trawler
winches in addition to deck machinery for tramp

steamers. Some of the winches and windlasses will
be seen on test and running. The machine shop is
equipped with modern milling and grinding

machines, turret lathes and lathes capable of hand-
ling shafts up to 20 ft. long and chuck lathes up to
7-ft. dia. (Fig. 4.)
Boiler Shop and Fabricating Shop

The boiler shop is well laid out for the production
of boiler drums, associated structures and duct work.
It accommodates a light plating shop and an exten-
sive welding bay for the manufacture of fabricated
bedplates, gear cases, motor frames, etc. Plant is
installed for the construction of riveted drums up
to a working pressure of 400 Ib. per sg. in. and for
fusion-welded drums up to 600 Ib. per sq. in. Work
in progress at the moment includes structure and
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duct work for boilers at Brunswick Wharf power
station, capacity 300,000 Ib. of steam per hr. at
900 Ib. per sg. in. working pressure, and for two
industrial units of 120,000 Ib. per hr. at 600 Ib. per
sg. in.
Works Boiler Plant

The main boiler in operation is of the Clarke-
Chapman Woodeson patent water-tube type com-
plete with superheater, forced and induced draught
fans, feed-water pumps, coil elevators and bunkers,
as well as ash-removal equipment, and is fired by
pulverised coal. This boiler is designed for:—
40,000 Ib. per hr. evaporation; steam pressure of
300 Ib. per sqg. in.; steam temperature (final) of 600
deg. F.; heating surface, of 7,800 sq. ft., and 80 per
cent, efficiency. The pulverised-coal firing equip-
ment is of the “unit system,” with one No. 3
Resolutor pulveriser delivering the fuel direct to a
“ Woodeson ” patent burner in the front wall of the
boiler furnace.
Material-testing Department

This department is equipped with all the latest
machines for testing, including machines for tensile,
torsion, lzod impact and Brinell.

Pump Department

From a long list of pumps of all types manufac-
tured in this shop, some of the equipment under
construction in the shop during June includes duplex
and compound-duplex cargo oil pumps; simplex
feed pumps; electrically-driven reciprocating pumps,
and condenser pumps. A view of the pump shop
can be seen in Fig. 5.

Capstan Department

Contracts for British and foreign navies, war
offices and air ministries are looked after in this sec-
tion. Manufactures include anchor capstan gears,
both steam and electric, for all sorts of ships rang-
ing from submarines to battleships; winches to
special requirements and haulage gear of all types.
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Electric-winch Shop

Electrically-driven ships’ cargo winches are manu-
factured and tested in this shop, which is complete
with its machine and fitting departments where the
mechanical portions are erected.

Model Room

A large number of working models are normally
to be seen here but unfortunately the founders’ visit
coincides with the Tyneside Industrial Exhibition
where some of the models will be on show. How-
ever, those to be seen are representative of much of
the work produced.

Laboratory and Mirror Department

The foundries are under service control of the
laboratory, which also deals with current problems
which arise in a works of this nature. More
specialised work, such as is involved in connection
with the production of * Brytal ” aluminium
reflectors is also tackled. The production of these
reflectors involves an electrolytic brightening
process, requiring very close control.

Control-gear Shop

This department manufactures all the control
gear for the electrical equipment produced, which
is mainly on d.c. supply. Switchboards to meet
the mercantile marine requirements, complete with
ships installation and wiring are dealt with.

Electrical and Winding Shop

This shop winds and builds alternators, generators
complete with their high-speed, totally-enclosed
steam engines up to 350 kw. and motors for trans-
mitting up to 250 b.h.p. Also included are pro-
jectors, reflectors, lamps for floodlighting, special
machinery for bending, grinding and polishing
glasses and silvering, as well as the anodising of
several types of aluminium reflectors.

History Plate Exhibition

After a short time at the busy South Bank exhibition
last Saturday, we found the atmosphere of the city
much more to our liking. At the Goldsmiths’ Hall in
Foster Lane there is a brilliant display of the historic
plate of the City of London. The Founders’ Company
have lent their famous goblet of Venetian glass with
a silver gilt foot. Dating from about 1527, this cup
was bequeathed by Richard Weoley who was master
of the Company in 1631. In his will he describes the
mpiece as follows: “ My painted Drinking Glass, with
Silver and Guilte foote, which by relation was brought
from Bullen (Boulogne) out of France at the time when
Henry the VIIIth King of England had that place
yielded unto him: this glasse being part of the pillage
then taken by a Yeoman of the Crowne and hath
remained ever sithence in one and the same familie
to this day: which glass | bought for a valluable
consideration.” A set of three tankards has also been
lent by the Founders’ Company. As these are of one
gallon and two of quart capacity, they are in every way
commensurate with the thirst quenched by a founder
after a hard day’s work. An exhibit lent by the Gold-

(Concluded at the foot of column two)
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Worshipful Company of Foundei’s

Ftsit to the Midlands

A new chapter opened in the history of the Worship-
ful Company of Founders when a number of the Livery
participated in a visit to the Midlands to see some of
the activities of the founding industry. Accompanied
by the Master, Mr. J. L. Wheeler, m .inst.c.e., m.cons.e.,
and Wardens, the party detrained at Wolverhampton on
April 24, 1951, and visited the National Foundry
College, where suitably qualified and experienced young
foundrymen arc prepared for executive and technical
responsibilities in all branches of the industry. The
party was received and welcomed by the Director of
Education, Wolverhampton, Mr. F. Lonsdale Mills,
m.c., b.a., who is also clerk to the Board of Governors
of the National Foundry College; Dr. W. E. Fisher,
o.b.e., who as principal of the Wolverhampton and
Staffordshire Joint Technical College, acts as director
of the National Foundry College; Mr. J. Bamford, b.sc.,
head of the National Foundry College, and his staff.
The resources and facilities were then inspected and Mr,
Mills expressed the hope that the building of a wing
entirely for the use of the National Foundry College
would be begun this year and be ready for the session
beginning in September, 1953, the opening of which he
invited the Worshipful Company to attend.

Industrial Visits

The party then left by motor-coach for Birmid Indus-
tries, Limited, Smethwick, where they were the guests
of the firm at luncheon, being received by Mr. A. W.
Berry, Mr. C. E. Keey, Mr. A. E. Pearce, Mr. E. Carey-
Hill, directors, and other officers. The magnesium and
aluminium foundries of the Birmingham Aluminium
Casting (1903), Company, Limited, were then inspected,
including both the gravity-die and pressure-die-casting
shops. After thanks had been expressed, the party left
for Stratford-on-Avon, being entertained e/i route to
“ cocktails 7 at the residence of Mr. D. Howard Wood.
After dinner at the Welcombe Hotel, the party attended
the Shakespeare Memorial Theatre.

Next morning, a visit was paid to the foundries of
the Imperial Foundry Company, Leamington, subsidiary
to the Ford Motor Company, Limited, of Dagenham.
The company makes both steel and iron castings on
mechanised lines, both for their parent company and
the open market, to the extent of some 2,000 tons per
month. The castings are completed and prepared for
assembly into components for use with agricultural .
tractors, and are assembled on conveyor-belt lines.

The party was subsequently entertained to luncheon
by the Imperial Foundry Company and thanks were
rendered by the Master and Wardens, the response being
made by Mr. J. A. Barke, the manager, who, with his
staff, had shown the visitors round the works. Mr. J. J.
Sheehan and Mr. C. C. Booth (who had originated the
idea of the visit) and Dr. J. G. Pearce also spoke. The
party then broke up to return, fully satisfied that the
visit had been a great success, and determined that such
events should take place at intervals in the future.

smiths’ Company of outstanding interest is a _stand-
ing salt, made to the order of the Corporation of
Portsmouth for presentation to Queen Catherine of
‘Braganza on her arrival in England for her marriage
to Charles Il. It was described by Pepys in his diary.
As the art of the silversmith includes small castings,
the exhibition has especial interest for our readers.
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Loam Moulding of Pump Casings and
Impellers

By E. Clipson

(Continued from page 520)

Coremaking for the Pump Impeller

In the construction of the core sections, a layer
of loam was first of all laid on the dummy boss,
between the vanes, after which a cast-iron grid with
three staples “cast in” was bedded on. These
staples were subsequently used for lifting purposes.
Further ramming of loam sand continued and, at
the same time, small coke breezes were built into
the centre of each core and a wisp of hemp was in-
troduced at the outside. Three grids, each weigh-
ing about 4 cwt., were used in each core section,
these being interconnected by wrought-iron distance-
pieces, packed and bolted together vertically to en-
sure stability. Approximately 250 bolts were used
in the completed core.

Core lrons

Core irons were a vital part of the job, of equal
importance to any other detail. On the core-iron
bed the craftsman scribed off, or marked from a
template, the size and shape of irons required.
Careful designing was necessary and they were cast
with hot, fluid metal, for a broken or weak grid could
cause much trouble. The practice of using spare
metal for core irons should not be tolerated. In this
case 72 core irons 1 cwt. each were employed in the
completed job.

Construction of Half-core Sections

The first half-core section was next rammed-up
with loam and strickled off to form the inside of the
shroud. The seven further sections were similarly
built up leaving each cast-iron vane pattern in
position and marking the position of the separate
cores in relation to the dummy plate on the outside
diameter. (See Fig. 11))

Stove drying was the next operation, after which
the first section was taken away, followed by the
next two sections. No. 1 section was then put
back into its previous position, noting the marks
as before and leaving out Nos. 2 and 3 sections.
The reason for this was the extreme difficulty
experienced in splitting the completed core, an
almost impossible procedure. Finally, the 9th
to 12th core-sections were completed, strickled off
and put back into the stove for drying. After
stoving for two: nights, the half core was taken out
and the remaining sections were split, the edges of
the cores taken off and repaired where necessary.
Finally, two coats of blacking were applied, and the
sections stoved again separately for a further two
nights at a temperature of 450 deg. F. (230 deg. C.).

* Paper read before tho Lincolnshire branch of the Insti-
tute of British Fonndrymen, Mr. Burrell presiding. The Author
is foundry manager, Foster-Gwynnes, Limited, Lincoln.

It has been found that a long period of drying at
a lower temperature gives much better results with
heavy-section moulds and cores.

At this stage, two downrights 24 in. dia. were
built in each section-core diametrically opposite to
each other, with one 4-in. by 24-in. downright in
the centre boss. All the 12 sections were next re-
assembled on the dummy, to be finally bolted to
two cast-iron assembly rings. This operation was
by no means easy, as the core sections had to be
temporarily assembled on the dummy at a larger
diameter and then shuffled into position one by one.
The total weight of this completed half core was
10 tons, forming the bottom portion. AIll was now
ready for turning over.

Building the Impeller Mould, First Stage

A cast-iron bottom plate 10 ft. 6 in. dia. by 3 ia
thick, with four lifting lugs and weighing 44 tons
was cast and a footstep and spindle fitted in the
centre for the strickle attachment. Foundation
courses of brickwork were then laid in loam, fol-
lowed by a middle binder, brickwork being built
roughly to shape as indicated by strickle shown in
Fig. 12. A joint binder was then cast, and after
thoroughly claywashing was offered into position
and covered by about 14 in. thickness of loam.
Finally, the bottom half of the mould was strickled
off with soft loam to the shape of the shroud. This
was stoved and blacked ready to receive the bottom
half core, the blacking being always applied whilst
the mould was hot.

Turning Over the Core

Next came the most difficult operation, calling for
extreme care in the handling of a core of the dimen-
sions quoted and weighing 10 tons. After bolting
the assembly rings to the bottom plate carefully,
and making sure that the 12 sections were secure
in every way, the whole core was turned over by
laying wooden blocks in the manner shown in Figs.
13 and 14. At no time did the core leave the floor.
It pivoted on the timber ends, and this operation
called for some extremely clever crane driving.

This half core was next lowered into the bottom
half of the mould, releasing the dummy plate for
the making of a further half core in sections (Fig.
15). The second half core was made in pre-
cisely the same manner as described, except that
the opposite-hand vanes were used. At the same
time, provision was made for the inclusion of four
downrights in exactly the same positions as pre-
viously mentioned, as well as four 14-in. dia. risers
taken off the top shroud.



Fig. 11.—Sequence of Manufacture of the Core
Sections.

At this stage it was necessary to check the
matching of the vanes and the tip width. This was
accomplished by offering the top half-core on
top of the bottom half. The matching of the 12
vanes proved almost perfect, except for just one,
which was duly rectified.

Second Stage

Work then commenced on the building and finish-
ing of the top half-mould which was almost iden-
tical to the bottom half in the way of strickling-up,
except for the top plate, which in this case carried
a ring of inverted prods for additional brickwork
support instead of the usual loose bars. At the
same time, provision was made for the runners and
risers. This top part was also turned over after
stoving. In Fig. 16 a cross-section of the com-
pleted mould is given showing the 2-ft. 6-in. dia.
hole in the centre of the top-plate. Through this
hole a separate section of the mould was made to
prevent the moving of the centre core whilst the
cope was being lowered into position during the
final assembly.

Construction of the Centre Core
The centre or lightening core, as it is sometimes

-Ny - m -rfrnh-
Fig. 12.—Foundation Plate and Strickle for the
Bottom-half of the Impeller Mould.
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Fig. 13.—Impeller Core, showing the Method of
Turning-over—wirst Stage.

called, was next made in two halves with a sepa-
rate extension part carried through the top plate
to above the runner box. It consisted of a wooden
frame placed on a flat-machined plate held down by
weights, the inside of the frame being the correct
shape of the core. Next, a layer of loam was laid
on the plate, followed by the bedding-on of a cast-
iron grid in which a number of 4-in. dia. wires were
“cast-in.” Further courses of loam bricks were
added and an internal! layer of cokes was added to
the top of the core. The wires in the grid were
tied together with -rW-in. wire, and made rigid.
Further loam was added and finally strickled off to
shape and the whole stoved in the usual manner.
The two half-cores were finally bolted together
through the two surface grids and blacked.

Mould Assembly

After removing the bottom half of the mould from
the stove, it was seated perfectly level on a number
of 4-in. box stands on the foundry floor, the posi-
tion decided being the most convenient for casting.
Before proceeding any further with the assembly,
a “practice match ” was arranged to ensure that
both ladles of metal could be manipulated with ease.
During the time the bottom half-mould was in the
stove for final drying, the bottom half-core was
placed on 4-ft. stands with fires underneath it to
maintain the heat in the core and to prevent damp-
ness, if any, from striking back.

After assembling the bottom half-core, the centre
core was next lowered into position, care being taken
to ensure that it was truly central in relation to the
shroud diameter. The vertical position was checked

Fig. 14— Second Stage in Turning-over the Impeller
Core.
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Fig. 15—Half-section and Part Exterior View of
the Impeller Bottom-half Mould, showing the
First Core Assembly.

by means of a spirit level. Eight 1-in. dia. mild-steel
screwed studs were securely placed underneath to
maintain its correct position. The second main core
was then lowered into place; the position and thick-
ness of the clays on top of the lightening core being
carefully noted. These were then replaced by 16
screwed studs and the main core was finally lowered
into position. At the same time, the perfect align-
ment of the vanes and the interconnection of the four
main downrights was noted (Fig. 17). Finally, the
top half-mould was duly assembled and the general
“set-up” as indicated in Fig. 16 was adopted.

Details of Runner Box

One runner basin, this time built up separately,
was superimposed. Very briefly, a cast-iron plate
was made to the desired shape with vertical prods
cast on the outside and with the necessary reliefs in
the bottom to take the runners and risers. A course
of brickwork was then laid inside these prods, fol-
lowed by about 2 in. of loam on the bottom, form-
ing the complete runner basin (Fig. 18). This was
dried in the same manner as the mould. The total
metal capacity of the runner box was 2 tons.

Weighting and Pouring

After the runner box was fixed into position and
the downrights and risers made up, two slotted hold-
ing-down bars, 12 ft. long by 8 in. square, were

Fig. 16.—Halj-section and Pari Exterior of the
Completed Impeller Mould Set-up.
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Fig. 17— View of the Impeller Mould Bottom-
joint Flange, showing the Main Ingates.

placed on top of the mould. Through them, four
li-in. dia. bolts 10 ft. long were securely fastened
to the bottom plate. An additional bar of similar
dimensions was placed on top of the lightening core
and packed up to the top plate. This was also fast-
ened to the bottom plate. Next, two sets of four
steel plates, { in. thick, were bolted together to form
two complete circular rings; these were used to seal
the core joints round the perimeter, 11-in. clearance
being left between the core and the rings. Inside
the rings, sand was well rammed, care being taken
to permit the free escape of gases from each section
core.

Runners and Pouring

The downrights have been referred to previously.
To ensure soundness in the heavy-boss section, a
feeding head of 7- by 3-in. section was carried up
through the top core, with the runner basin separated
out by means of a blanking-off device. Four
separate risers, each 11-in. dia., were taken directly
off the top shroud through the top plate and into
special elevated bushes. The estimated weight of
the casting was 11 tons, and 15 tons of metal was
used to pour it from two ladles of 13 tons and 6 tons
capacity respectively. Plugs were placed over the
downgates so that the runner basin could be filled
without any undue splashing of the metal.

Fig. 18.—Plan View of the Runner-box Arrangement
for the Impeller Casting.
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Fig. 19—Finished Impeller Casting being Machined.

The Job was only 66 Ib. Out-of-balance.

One of each extreme end plugs in the runner basin
(Fig. 18) was withdrawn, so that the first metal would
enter the bottom shroud through these main ingates,
followed later by metal from two more. Pouring
continued until the bottom shroud was well covered,
and metal had entered the heavy-section boss. The
centre downright plug was then withdrawn, followed
by the riser plug. The reason for delaying the with-
drawal of the centre runner until the centre boss
was partly filled was to prevent any excessive im-
pingement of metal in the bottom of the boss, the
drop being some 6 ft. Pouring was stopped when
the level of the metal reached the riser bushes.
Finally, a small amount of metal was run through
the runner basin and the casting operation proper
was complete.

The total pouring time was 120 secs, after with-
drawing the first plug and the casting took almost
the whole of the 15 tons of metal. Rod feeding of
the centre boss commenced immediately after the
casting operation was over and a small amount of
hot metal was run into the riser bush. The total
time taken to produce this impeller for two men was
18 weeks, 1,600 man/hours being employed. This
includes moulding, unskilled labour and preparation
of tackle. Twenty-two tons of tackle was used, this
being in keeping with the general practice for loam
castings, that is, for every ton of heavy, fettled, loam
castings, it is fair to assume that 2 tons of tackle
will be required.

The casting was stripped down to the bottom plate
before fettling commenced. Fettling was done on
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the same site owing to restricted lifting capacity.
After final machining (Fig. 19), the impeller casting
was subject to dynamical test, and it was found to
be only very slightly out of balance, such a finei de-
gree of accuracy resulting from the accurate method
of building and the careful construction of the cores.

Loam Sand Used

The base sand used in connection with the loam
moulding at these works is Worksop red sand,.and
this was used for both moulds and cores of th j
described. The following mixtures may be of in-
terest:— Stiff facing loam (used in forming the face
of the mould and core):— 12 shovels Worksop red
sand; 5 shovels black shop-returned sand - shovels
horse manure; 1shovel coal dust; 1 handful cowhair,
and water to suit.

Loam bricks—These were made from the above
mixture and stove dried.

Thin loam—Used as mortar in building the brick-
work this was made from shop-returned sand mixed
with ample water. This was mixed m a pug-type
mill for about five minutes, providing one barrowtul
per mixing.

Conclusion

The loam-moulded work discussed represents only
10 per cent, of the total foundry output and each
pump is more or less tailor-made for the job to be
done. However, the object of this Paper is to show
how large jobs can be achieved in a small general
foundry using practical common-sense methods. .and
relying upon careful observations. It will be reamed
that loam work not only represents much eftort from
the moulder and patternmaker in which the problems
arising require vastly varying solutions, but also de-
mands team work from all concerned.

In conclusion, the Author would like to express
his sincere thanks to the directors of Foster-
Gwynnes, Limited, for their kind permission to pre-
sent this Paper and to those of'his colleagues of the
foundry floor, whose co-operation has made the task
an enjoyable one, and particularly to Mr. Armitage,
whose enthusiasm and interest in the work or the
foundry in general has made the preparation ot this
Paper easy and, it is hoped, of general interest.

DISCUSSION

Mr. Burrell (branch-president), before opening
the meeting for discussion, welcomed the presence
among the gathering of Mr. Rigby, director ot
Foster-Gwynnes, and a past-president of the Lincoln
Engineering Society, and Mr. Rigby suitably
acknowledged.

Mr. Phillips asked if at any time the Author was
faced with any scabbing on this type of casting.

Mr. Clipson said that during the production ot
the castings in question, every one had come out
perfectly sound and no scabbing had occurred, but
in recent weeks two smaller loam-moulded castings
had exhibited very severe scabbing, due, he thought,
to a combination of faults; one being a consignment
of very bad coke, another being due more or less
tn the human element, namely, the neglect of duties



MAY 24, 191

in maintaining the correct charging
during the running of the stoves.

technique

Accurate Location

Dr. Walter asked how the rectification of the
vanes in the core was performed. At the same
time, how was the accurate fixing of the blades in
the core guaranteed.

Mr. Clxpson said in this case one vane in the
bottom half-core did overlap the vane in the top
half by I in.; this was rectified by tapering oil the
projections with a file after scribing carefully any
discrepancy on the joint of the core, the top half-
core being lifted off to perform this rectification.
He added that the position of the blades was fixed
by a series of vertical assembly marks around the
perimeter of the two half-cores.

Mr. Dunleavy commented on the comparatively
weak tackle used in the production of such large
castings, which he had personally observed on a
recent visit to the works in question.

Mr. Clipson said no difficulty had been experi-
enced with regard to the tackle, which was
thoroughly examined and tested against load before
being used on the work described in the Paper.

A Member asked whether straw rope was used in
loam-moulded work, and what was the true object
of using loam bricks.

Mr. Clipson said that hemp was used in prefer-
ence to straw rope; the reason for its use being, of
course, that this material burned out during the
drying operation, and permitted subsequently the
free escape of gases from the mould. He also
explained that parts of the brickwork were
deliberately *“ weakened ” by the building in of what
were known as loam bricks.  These were made
from stiff loam in which some readily combustible
material, such as manure, had been added. They
were well dried before use. The use of these loam
bricks, he added, was to provide for the contraction
of the casting, which was very appreciable in the
case of these large jobs  This contraction could
be observed at the junction of the casting and the
prints of the core.

Thickness Pieces

Mr. Rack asked, in view of the large amount of
metal thickness-pieces used on the volute section,
would it not have been better to strickle the thick-
ness of the metal on the core in sand.

Mr. Clipson replied that in the case quoted the
use of separate thickness-pieces appeared to be the
more practical proposition, as at no two places on
the volute was it of the same shape, and therefore
it could not be swept up by strickles.

Mr. Rollett asked whether a loam thickness of
L} to 2 in. on the face of the brickwork was perhaps
excessive from an economical point of view; would
not| to 1in. thickness have been more satisfactory?

Mr. Clipson agreed that the reduced thickness
might prove to be more economical, but the use of
the previous thickness quoted was more the general
practice with this type and size of work. Some
of the smaller cores, however, were taking loam up
to from 6 to 8 in. thickness without any difficulty.
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The loam did not represent a total loss but was
returned for further use after casting and after
treatment in the sand mill.

Alloy Iron

Mr. Shepherd asked if there was some specific
reason for using 1 per cent, nickel in this metal;
also, was the 16 per cent, nickel content referred to
used specifically for corrosion-resistance purposes.

Mr. Cripson said that the addition of 1 per cent,
nickel had become more or less standard practice
for this sort of pump work, and was considered
helpful as regards the machinability and internal
soundness of the castings. In contra-distinction the
castings carrying a 16 per cent, nickel content,
which were of course in the minority, were used
for the specific purposes mentioned by Mr.
Shepherd.

Mould Drying Practice

Mr. Shepherd asked if the possibility of an auto-
matic stoker for the drying stove had been con-
sidered in view of the difficulties experienced in
controlling night-stoking practice.

Mr. Clipson said this had not been considered
as yet, but would certainly be kept in mind.

Mr. Shepherd also asked if low-to-high drying
temperatures had been tried, and what was the
reason for adopting the reverse.

Mr. Cripson replied that in actual practice one
firebox was used to run the two stoves, and it had
been found better to boost the heat into both stoves
at the start with the valve fully open untily 650 deg.
F. had been reached, followed by fairly frequent
charging and running at 450 deg. F.

A Member asked if the patternmakers were em-
ployed on the job the whole of the time.

Mr. Clipson replied that they were not em-
ployed in the foundry for the whole of the time,
as loam work consisted of building-up in stages,
the patternmaker being employed at varying
intervals for “ setting-up,” etc. At the same time
the patternmaker was definitely responsible for the
whole job, in spite of the fact that moulder and
patternmaker did not always see eye-to-eye with
one another.

At this point Mr. Burrell reluctantly had to
bring the meeting to a close on account of the late
hour, and in conclusion a vote of thanks was
proposed by Dr. Walter, seconded by Mr.
Hallamore, and generally acclaimed.

Technical Personnel in Industry

A warning of the growing shortage of technically
trained personnel in industry was given by Mr. D. S.
Anderson, director of Glasgow Royal Technical College,
in an after-lunch talk on May 16 to members of
Glasgow Junior Chamber of Commerce. Contrasting
technical education in Scotland with that in America,
which he had recently visited as a member of a produc-
tivity team, Dr. Anderson thought the quality of work
in our universities and senior technical colleges was
distinctly higher than that in America, though we fell
very far behind in quantity. American technical insti-
tutions, in his opinion, were doing too much research
work, and that was endangering the quality of their
teaching.
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More Supplies and Services
Legislation

By F. J. Tebbutt

The Supplies & Services (Defence Purposes) Act 1951,
is a measure additional to the Supplies & Services Acts
of 1945 (Transitional Powers) and 1947 (Extended Pur-
poses), and to understand this and what has gone
before it is thought that a short article showing the
position under the three Acts up to date may be useful.

The 1945 Act (amended by the 1947 Act) was really
a substitute for the Emergency Powers Act (which ter-
minated February, 1946) and a measure which gives
the power of Governmental control over industry (and
individuals for that matter) but this power cannot be
exercised unless it is within the “ purposes ” specified
in the Acts. The history of the matter, is that the
war-time Acts were for the purpose of furthering the
war effort, the 1945 and 1947 Acts are roughly to cover
matters of the post-war period, reconstruction and the
like. There are seven groups of “purposes” in the
1945 and 1947 Acts and space exigencies prevent de-
tails of all of these but the following may be mentioned:
One generally covers the maintaining, controlling and
regulating of supplies and services, and there is one for
promoting the productivity of industry commerce and
agriculture; one for furthering and directing exports and
reducing imports (if considered necessary); and finally
one which can cover almost anything in the way of
control, this being, generally, for ensuring that the
whole resources of the community are available for
use and are used in a manner best calculated to secure
the interests of the community.

This 1951 Act now provides that the 1945 and 1947
Acts can be used for additional “ purposes ” introduced
by this 1951 Act which relate to defence and world
peace and security, thus for providing or securing
supplies and services required for the defence of any
part of His Majesty's Dominions or any Protectorate
or for the maintenance or restoration of peace and
security in any part of the world, and for any measures
arising out of a breach or apprehended breach of peace
in any part of the world and for preventing supplies
or services being disposed of in a manner prejudicial
to the defence of any part of His Majesty’s Dominions
or any such territory as aforesaid (e.g. Protectorate)
or to peace and security in any part of the world, or
to any such measures as aforesaid.

The procedure of these Acts is that certain Defence
Regulations of the war-time Acts were turned into
Orders in Council, but no alteration could be made
in these except to bring them into conformity with the
“ purposes ” of the post-war Acts, and no new Regula-
tions could be brought in (except one on price control).
Those continued are those in Parts 111 and IV (some
of Part V) of the Defence (General) Regulations 1939.
with certain other Regulations (e.g. Defence (Finance);
Defence (Encouragement of Exports).

Important Points

Although as shown, only those Regulations mentioned
can be continued as Orders in Council, these really give
all the power required to exercise full control of every-
thing relating to industry, trade and individuals (there
are over 100 Orders), if, of course, within the
“ purposes” mentioned.

Take the powers of Parts 111 and 1V (No. 55; General
Control of Industry). Part IV gives the Government
power to regulate or prohibit the production, treatment,
keeping, storage, movement, transport, edistribution,

(Continued at the foot of column 2)
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Notes from the Branches
Scottish

On the invitation of the directors of Babcock &
Wilcox, Limited, the members of the Scottish branch
of the Institute of British Foundrymen paid a visit to
their foundries at Renfrew on May 3. The invitation
was accepted by fully 130 members, some coming from
places as remote as Arbroath, Edinburgh, Falkirk and
Ayr. They were received by Mr. R. O. Patterson,
works manager—a past-president of the branch—and
Mr. Tom Miller, foundry manager. Members of the
staff acted as guides and conducted the party through
the core-shop, jobbing foundry, mechanised foundry,
melting shop, steel foundry and fettling shop. The
visit was made all the more attractive by reason of the
arrangement whereby the mechanised section continued
working until all the visitors had passed through. At
the conclusion of the visit, tea was served in the works
canteen. Mr. lames G. Arnott, president of the
branch, expressed the thanks of the members to all
who had helped to make the visit so successful, and
Mr. Tom Miller replied for the firm.

Publications Received

“ Gas at Your Service,” issued by the Gas Council,
1. Grosvenor Place, London, S.W.I, This is a very
well produced booklet, and contains about 70 pages,
mostly carrying illustrations. The historical side, in
view of the occasion—the Festival of Britain—has been
over-restricted to two pages of print and four of

pictures. The balance has been carefully chosen and
well reproduced, and is in every way worthy of the
great industry—now of course a State monopoly—it

portrays.

Raw Materials of the Refractories Industry, by R. J.

Mitchell.  Published by the Purchasing Officers’
Association, 146a, Queen Victoria Street, London,
E.C.4. Price 2s. 6d.

The Author is on the staff of the Morgan Crucible
Company, Limited, and has dealt with his subject quite
technically, by treating successively with acid, inter-
mediate and basic refractories and finally pure oxides
This survey is thoroughly reliable and its matter has
been particularly well chosen for study by those
possessing an elementary knowledge of chemistry.

Safety Goggles. J. & R. Fleming, Limited, of 146,
Clerkenwell Road, London, E.C.I, have sent us a
leaflet which describes and illustrates the “ Duraframe ”
make of welders goggle. The features of the goggle
are clearly set out.

disposal, acquisition, use or consumption, of articles
of any description. Road and rail affairs, agricultural
matters, requisitioning, etc., also come under Part IV.
Under Part IIl come ships, aircraft, etc.

Covered by these Orders come such things as limita-
tion of supplies, licensing, rationing etc. of production
and of raw materials and so forth, the coupon business,
rationing of food, the points system, control of building
operations, etc., and of civil engineering contracting
undertakings. Orders relating to these matters are all
retained; whether they will be used is another matter.
Furthermore the powers retained include the direction
of labour (if thought desirable or necessary) and the
taking over of shares of individual companies (this
power does not mean that it could be used to nationalise
whole industries).
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Magnetic Properties of Nodular Cast lron

By Dr. H. E. Stauss*

Data given by Dr. A.

The importance of nodular cast iron has led
Everestlto make a broad survey of the properties
of ordinary and nodular cast irons. In this survey,
interesting data on the magnetic properties of the
two irons were included. One anomalous result was
found in the unexpectedly high hysteresis loss of
nodular cast iron as compared with that of flake-
graphite cast iron. Everest’s data are reproduced
in Table I, including measurements on a ferritic
nodular cast iron. It is the purpose of this article
to explain this relatively high hysteresis loss found
with nodular cast iron.

A tabular form of presentation is often not so
effective for comparing magnetic properties as curves
can be. The published data are not sufficiently de-
tailed to permit the drawing of exact curves, but
they are adequate. By use of three values of induc-
tion, B, the two as measured at fields of 75 and 600
oersteds and one as calculated from the reported
maximum permeabilities, each of the normal mag-
netisation curves shown in Fig. 1 can be drawn. By
use of the initial and maximum permeabilities (as
slopes of the curves), the inductions at maximum
permeability and at H =75, and inductions as read

« The Authoris head of the Electric and Magnetic Alloys branch of
the Metallurgical Division ofthe [American] Naval Research Laboratory

Fig. 1.—Normal Induction Curves drawn from Data
given by Everest. The Upper Curve is for Ferritic
Nodular Cast lron; the Middle One for Nodular
Cast Iron; and the Lower for Ordinary Cast Iron.

B. Everest in a recently-presented Paper have been re-orientated to reveal
additional information comparing the magnetic properties of nodular cast irons with ordinary

irons.

from Fig. 1, the magnetisation curves between H =
O and H = 90 shown in Fig. 2 can be constructed.
On the basis of the magnetisation curves of Fig. 2,
the residual induction, Br, and the coercive force,
He, from Table I, and the usual relationship between
hysteresis loops and magnetisation curves,2 hysteresis
loops have been drawn for each of the three speci-
mens of Table I, and are given in Figs. 3, 4 and 5.
An approximate check on the validity of the hystere-
sis curves is furnished by a comparison of the ratios
of the areas within the loops with the ratios of
hysteresis losses given in Table I. For ordinary cast
iron, nodular cast iron, and ferritic nodular cast iron,
respectively, the ratio of areas in the loops is
1.1:3.8:1 and the ratio of losses is 1.2:3.8:1.

Differences

The hysteresis loops of the two types of cast iron,
flake and nodular, are seen to be different in several
respects. Both nodular irons, Figs. 4 and 5, show
a higher central portion of the loop, while the flake-
graphite cast iron loop, Fig. 3, shows a central por-
tion contracted along the vertical B-axis. The ferri-
tic nodular cast iron (Fig. 5) has a narrower loop
than the * as-cast” metal, Fig. 4 indicating softer
magnetic properties. The flake-graphite iron loop
(Fig. 3) lies between the two nodular irons in breadth.

Fig. 1 shows that saturation is about the same
for the three metals, but it is reached with more
difficulty by the flake iron. Fig. 2 shows for fields
below H = 75 (and above about H = 8) that the
value of induction B attained for a field H by the
flake iron is significantly less than that attained by

nodular iron.
14,000

10.000

cD

6,000

Fig. 2—Normal Induction Curves for the Low Fields
re-drawn from Fig. 1. Again, the Upper Curve is
for Ferritic Nodular Cast Iron; the Middle for
Nodular lIron; and the Lower for Ordinary lron.
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Table |I.— Comparison of Steady-field Magnetic Properties of Flake and Spheroidal-graphite Cast Iron.
. . Inducti i Remanent i Hysteresis
) Initial Maximum Field Mted”  Sifela”  Induction Toreeto loss Steinmetz
Material. permeability. Permeability. strength for  strength strongth < for H max.“ reduce B forH max-“ factor x 10-5.
fi max. vV max. 600 Oersted. 75 Oersted. 75 Oersted. to zero. 75 Oersted.
H (Oersted). B (Gauss). B (Gauss). Br (Gauss). ITC(Oersted). Ergs./c.c./
cycle.
Flakc-graphito
castiron 250 410 4.5 14,300 7,300 2,900 3.3 3,600 5.6
Nodular - gra-
phite castiron
(as-cast) 75 425 12.0 16,000 12,100 6,000 7.5 28,000 8.0
Nodular - gra-
phite castiron
(after conver-
sion of the
matrix to
ferrite) — 1,400 3.0 16,000 13,100 3,600 2.0 7,000 1.9
Interpretations
Everest’s data may be interpreted to show that
important dfferences arise in the magnetic proper-
ties of cast iron depending upon the form of the
graphite, with the flake form having greater and
more deleterious effects than the spherulitic. Earlier
workers reached the same conclusion for flakes in
cast iron and nodules occurring in malleable iron,
namely, “that the flake form of graphite is more
harmful than the nodular form,”5 but here “ nodu-
lar 7 does not necessarily mean “ spherulitic.” Thus
the lower value of hysteresis loss in the flake-
graphite iron relative to the nodular iron probably
. . is the result of the reduction of the magnetic induc-
Fig. 3.—Hysteresis Loop of Flake-grapliite Cast Iron tjon of the flake-graphite iron resulting from flake-

as deduced from the Induction Curve in Fig. 2.

In the reported specimens, the ordinary cast iron
appears somewhat better than nodular cast iron in
that the hysteresis loop (Fig. 3) is smaller and has a
narrower waist at B = O than that in Fig. 4. As
seen by comparison with Figs. 4 and 5, the nar-
rower waist could be in part the result of a greater
degree of ferritisation, but it arises also from the
generally smaller size of the hysteresis loop occa-
sioned by the lower maximum value of induction B
attained. The smaller area contained in the hystere-
sis loop of Fig. 3 is the result, at least in part, of the
fact that for equal fields of H = 75, the induction,
B, attained by the flake-graphite cast iron is only
60 per cent, of the value of B developed in the nodu-
lar cast iron.

Fig. 4—Hysteresis Loop of Nodular Cast Iron as

deduced from the Induction Curve in Fig. 2.

created gaps. The higher loss found in the nodular
iron is not a sign of poorer magnetic properties in
this iron, but of better magnetic induction for like
applied fields, H. On the other hand, the lower value
of hysteresis loss of the ferritic nodular cast iron
relative to the as-cast iron is the result of true im-
provement of magnetic properties that results from
the conversion of the matrix to ferrite.

REFERENCES

Fig. 5.—Hysteresis Loop of Ferritic Nodular Cast Iron
as deduced from the Induction Curve in Fig. 2.



MAY 24, 1951

FOUNDRY TRADE

JOURNAL 555

Foundry Cost Estimation

Difficulties experienced by foundrymen in cost estimating were discussed at a meeting of rlie South
African branch of the Institute of British Foundrymen, held at Barclays Bank Building, Johannesburg, in

January.

the meeting of the South African branch of the
Institute of British Foundrymen was attended by
nearly 50 members and visitors, and (Mr. S. Jane,
branch president was in the chair.

The discussion on Problems of Cost Estimating
in the Foundry was opened by Mr. G. Godfrey,
who said that when the Council decided to hold
this discussion evening on the problems of estimat-
ing for the foundry, the idea was to try to' arrive
at some common basis for the various problems
entailed. In introducing this subject, it was not
proposed to indicate how the many problems should
be approached.

Estimating, to-day, was a very serious business.
Since the end of the war, South Africa had been
forging ahead in the industrial field, and of course
competition had become much keener. Added to
this was the competition from the large number
of overseas concerns now branching out in S”uth
Africa. If foundries were to hold their own, they
must know their work and handle it correctly. The
success of a company was usually gauged by the
reading of its balance sheet, and sound estimating
was one of the cornerstones for success.

Four Questions
It was proposed to put forward four of these
questions now, which were: —
(1) Why do some foundries tender on price per
Ib. and others on price per piece?
(2) What is a reasonable' casting tolerance?

Due to various factors a casting may come out
thick and therefore be considerably heavier than

the calculated weight. This can affect the
customer considerably in terms of the first
question.

(38) Machining allowances can be a big item
on some castings. How is this taken care of if
the pattern is supplied by the customer? It
should be borne in mind that machining may be
indicated on a drawing, but the allowance is
never shown and is always left to the pattern-
shop’s discretion.

(4) The price of a casting is very often deter-
mined by the type of pattern to be supplied.
How is this taken care of when the type of pattern
to be supplied is not known?

Mr. Jane thanked Mr. Godfrey for getting the
meeting off to a good start; he then extended a
warm welcome to members of the Institution of
Production Engineers (S.A. branch), who had been
invited- to attend the meeting.

Referring to Mr. Godfrey’s first question, Mr.
Davidson expressed the opinion that the price per
Ib; system was really a relic of the old days when

What follows is a slightly abbreviated report of the meeting.

all mine contracts were issued on a price-per-lb.
basis, covering the price of both pattern and cast-
ing. He felt that the system should be dropped
once and for all, because the type of work under-
taken at present was (generally speaking) not the
same as the work required of the Union’s foundries
years ago. The price-per-lb. system could not be
applied to the intricate jobs which were being
produced at present.

It was apparent that most big foundries were
getting away from the system; the mines were also
doing their best to avoid it. The system could
still be used, of course, on certain classes of work
in which a foundry had had previous experience of
producing castings which were exactly the same in
all respects.

Mr. Godfrey said the price-per-lb. basis might
be a relic of the old days but it was still frequently
used to-day. For a certain casting he had received
prices from various foundrymen who had worked
them out on both price per Ib. and price per piece.
He would like to know which was the better basis
on which to estimate. It seemed to him that the
price-per-lb. system would have serious dis-
advantages when used for estimating the price of
a casting put out to tender. The casting might be
heavier than the makers thought it would be when
completing the tender, and the price they gave
would therefore be too low for the making of a
reasonable profit.

Calculated Weight

Mr. Goyns said Mr. Godfrey had touched upon
the heart of the matter when he referred to a pos-
sible difference between calculated weight and
finished weight. The naturally cautious foundry-
man was reluctant to commit himself on the price-
per-piece basis in case the casting should turn out
heavier than the calculated weight; it was as a
result of caution among foundrymen that the price
per Ib. came into being. To-day it was often found
that a foundry would work out the total cost of
an article and then convert that cost to give a price
per Ib.—just to be on the safe side.

It was impossible, Mr. Goyns maintained, to
answer in a direct fashion Mr. Godfrey's second
question. Obviously the tolerances allowed on 9-1b.
and 9-ton castings would be vastly different.
“ Reasonable ” tolerance in weight posed another
thorny problem—whether or not a percentage
should be added to the estimated price of a cast-
ing to ensure the making of a profit in the event
of the casting absorbing more metal than had been
allowed for.

Referring to the effect of patterns on casting
prices, he said no foundryman would be greatly
concerned about the type of pattern to be used
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when a casting was required in small quantities
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Mr. Godfrey said he could not agree with Mr
t . ~_ overseas foundries worked to
very fine limits in costing and estimating. It was
common practice in one British concern for
nstance to draw up their estimates to within one-
tenlth a farthing. If South African concerns
wshed to compete on a serious basis with overseas
firms they would have to improve their estimating
thev HL coldd.not fSht for business, and win it if
they depended on guesswork most of the time. Esti-
mating had to be done carefully.

In regard to the calculation of weights, past ex-
erience had shown him that such calculations could

made yery accurately in the drawing office FOr
years he had had to calculate weights to within 21
per cent, for the British Admiralty—and the
Admiralty imposed a penalty if the finished weights

Fggt”[ Eﬂg{ {Hem?i% t'hanqt}ggtion E’SBnC‘iQé-mM‘S‘ ctgle

culate weights with the greatest possible accuracy.

tm rnn8 to the third of his introductory ques-
thrnf) be stnted that it was essential to give careful
thought to machining allowances. He recalled the

360 “HheSpecificfisd &l e UM EAMT U
a'little n7  tOni! finished height. The makers were
R ariels Zefore— and BHY PEfgMevaLMEIG Sigeh
turned out to be 23 tons, and there was a 2-in
machining allowance all over. The machining cost
was naturally out of all proportion. This sort of

thing could easily happen, and the people in the
machine shop had a right to know approximately

ea;* casting” *** 8°ing t0 COSt them t0 machine

%neIZeR;sn—é)ui'lebvev%RTcl—értgmd anlwlo L\JNnats o%ng\(jIetsasbvxlleorkth|ant
the foundry. For instance, the estimator could
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hardly do more than take a guess at the time that
would be spent on the job by the patternmaker and
the foundryman. In his opinion, it was important
that a quotation should include a certain percentage
as insurance against a “ waster.”

m 77 T(7 CE exPressed himself in full agreement
with Mr. Holdsworth. An amount should be added
to the estimated price for the risk the foundry took
ol turning out a “ scrapper.” This was, of course
particularly important when handling a one-off cast-
ing that weighed eight or nine tons. Referring to
Mr Godfrey s remarks on estimating to within one-
tenth of a farthing, Mr. Tonge said he had no doubt
that some people went to such extremes—but he had
also no doubt that they increased that very accurate
estimate by a percentage to allow for “ contin-
gencies.

Pointing out that estimating was carried out prin-
cipally lor protection against the acceptance of
orders at a price which would not be a commercial
proposition, Mr. Jew said an estimate could be
divided into two sections—the first being a case of
rsrigmle arithmetic and the second a matter of Jud%-

In the first section were placed the primary fac-
tors such as weight and value of materials required
and wages and shop rate for each operation through
which the work must pass. The second section
covered the secondary factors, or those considera-
tions which affected the work indirectly, such as
extra tackle; length of time for which floor space was
required; trouble from uneven sections; risks of
rejection; position of castings relative to work in
hand and machining, etc.

It therefore became obvious that no rules could
be made for price-fixing which would apply equally
to all foundries. Various methods of estimating
must be adopted to suit the individual foundry

Methods Available
Five methods of estimating could be classified: —

(1) Estimate based on a cursory glance at a
pattern or drawing, and a price quoted according
to what the estimator assumes the order for the
castings will be placed at; or use made of a pre-

£ price for similar work.

(2) Castings classified by weight considerations
only, and prices quoted in inverse proportion to
the weight.

(3) Castings classified according to type and
weight.

(4) Estimates based on previous orders for simi-
lar castings.

(5) Estimates fully considered and prepared from
the calculations of weights and wages for each pro-
cess in the course of production.

The first two methods were guesswork. Methods
Mi if presented difficulty when no precedent’was
available. Changes in method of production, rates
ot labour and cost of material must be taken into

record" n bas'nS selling prices on previous

In regard to machining allowances, it should be
borne in mind that such allowances depend on the
type of metal used, the design of the casting, size
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of the casting, its tendency to warp and the machin-
ing method or set-up.

Insufficient information on drawings could seri-

ously affect an estimate. If an inquiry or drawing
did not contain sufficient information to enable the
estimator to arrive at a definite conclusion as to
the actual requirements, he must allow a higher
contingency factor and could not ofler the lowest
rice.
P Generally speaking, it was not possible to forecast
at the estimating stage the class of pattern that
would be required nor the machining allowances. A
contingency factor must therefore be allowed.

Foundry Responsibility

Mr.McGowan said one point in favour of the
price-per-lb. system was that it enabled the foundry-
man to make his normal profit even if such an un-
desirable thing as a swell occurred.

Referring to the difficulty of producing a casting
in accordance with calculated weight, he said that
when a foundry had to handle a large casting and
the foundrymen wer.e asked to prepare an estimate,
they would probably know well enough that it
would weigh eight tons but a snag faced them in
regard to the head they were going to use. One
man might want a head of 18 in., another would
probably feel that a head of 2 ft. was indicated,
and yet another might think in terms of a 3-ft. head.
If the drawing office would lay down a definite
size for the head, and if they were prepared to
take responsibility if the casting proved to be
porous, the men in the foundry would probably
be able to produce a casting to the required weight.

Mr. Godfrey said draughtsmen were not
foundrymen—and vice versa. Draughtsmen were
not interested in heads or risers. Whether a pattern
should be made in white wood or mahogany was
the business of the patternmaker and was of no
concern to the draughtsman. Similarly, heads and
risers were the business of the foundryman.

Mr. Jane supported Mr. Godfrey, stating that
the foundryman must realise that the drawing office
was primarily concerned with design. Of course
the drawing-office staff should consult with the men
in the foundry as to the best way of casting the
job and so on, but their responsibility ended there
and the job then became the “ baby ” of the esti-
mator.

Difficulty with Averages

Mr. Goyns declared that the subject of estimat-
ing was a very important one, especially if a
foundry were dealing with steel castings. The
yield in this case might be about 46 per cent, so
that the job of estimating would have to be done
very carefully. Mr. Goyns felt that the estimator
should always take into consideration the price
per Ib. of hot metal and thereafter the price
per hour, thus amalgamating the two methods. |If
estimating were done by taking an overall yield on
the foundry’s output, one job might be loaded un-
necessarily while another was being sold under its
proper price. Mr. Godfrey had been quite correcl
in his remarks about the accuracy of estimating

FOUNDRY TRADE

JOURNAL 557

overseas. |If one were producing castings weighing
11 Ib., for instance, one’s estimating would have
to be very accurate indeed.

Mr. Davidson said estimating was a matter
which required co-operation between the costing
people and the various production departments. It
was close liaison between three or four persons that
gave one a successful estimate. Accurate time-
keeping, in his opinion, was one of the most im-
portant factors in estimating.

Mr. West felt that all estimating should be done
by an ex-patternmaker. As far as machining allow-
ances were concerned, he considered that an allow-
ance of %in. was sufficient for one-off jobs weighing
up to 500 Ib. in iron and non-ferrous materials.
In the case of steel, this allowance would have to
be increased to } in. Where a job involved a
large number off, the machine-shop should de-
termine the optimum machining allowance by a
system of trial and error. The pattern could then
be altered to get the amount of machining down
to a minimum.

A member pointed out that drawings he had seen
in America gave the required dimensions of the
castings in both rough and machined conditions.
Dotted lines were used to show the outline of the
casting before machining, and one could tell at a
glance what machining allowance had been pro-
vided for.

Mr. Godwin said one should really segregate
mass-producing foundries from jobbing foundries in
discussing machining allowances. The mass-pro-
duction foundry had a much better chance of stick-
ing to minimum allowances than the jobbing estab-
lishment, because the former would make perma-
ment metal patterns.

J.1.C. Alloy Additions Panel

The Joint Iron Council, to meet an emergency arising
through the shortage of certain alloying materials added
lo cast iron and some pig irons, has formed an alloy
additions panel of its Advisory Technical Committee.
This panel comprises, Dr. J. E. Hurst, chairman of the
Advisory Technical Committee of the Joint Iron Council
and president of the British Cast Iron Research Associa-
tion, Mr. J. J. Sheehan. President of the Institute of
British Foundrymen and chairman of the Council of
the British Cast Iron Research Association, Mr. P. A.
Russell, chairman of the British Cast Iron Research
Association’s Engineering-castings Sub-committee, Mr.
M. M. Hallett, chief metallurgist of the Sheepbridge
Engineering Company, Limited, and Dr. J. G. Pearce,
o.b.e. director of the British Cast Iron Research
Association, who will act as secretary of the panel.

The aim of the panel is to ensure that alloy additions
in short supply, particularly nickel and molybdenum,
will be made available and will only be used where
they arc essential for the purpose required, and where
no alternative material or procedure is practicable. The
existence of the »panel should be a safeguard that the
Ministry of Supply and/or the raw materials depart-
ment of the Lord Privy Seal, will be technically guided
as to the needs of the iron industry. Ironfounders are
invited to notify the secretary of the panel, Dr. J. G.
I’earce, of the quantities of nickel and/or molybdenum
or other alloying materials which they use, and the
purposes for which the materials are required.
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Tin Research Institute New
Laboratories at Greenford

Diplomatic representatives of tin-producing and con-
suming countries, together with many distinguished
scientists and industrialists, will foregather at Green-
ford (Middx) on May 31 for the opening of the new
laboratories of the Tin Research Institute by the Duke
of Gloucester.

The Institute, which originated in 1927, is a unique
example of international collaboration for research.
Funds for the work are subscribed voluntarily by
the mining organisations of the various countries and
the results of the researches are published and distri-
buted free to all users of every nationality. The
researches are mainly carried on at Greenford, but
certain work is entrusted to specialist laboratories both
in England and overseas.

On the following day the laboratories will be open
for inspection and visitors will see for the first time
a new electroplate “tin-nickel ” which was discovered
at the Institute, an alloy made by the simultaneous
deposition of two parts of tin to one part of nickel.
The electroplating process is simple and trouble-free
and the coating Is permanently brilliant under adverse
outdoor conditions, the colour tone being a faint rose.
A large range of articles has been plated with tin-
nickel, sufficient to show that it must be considered a
serious rival to chromium.

In addition, five other alloy platings, all invented
in the Institute’s laboratories, will be seen and other
sections will demonstrate research work on hot-dip
tinning, soldering, and the mechanical testing of tin
alloys, including Babbitt metals.

British Gauge and Tool Industry

The third in the series of exhibitions organised by
the Gauge and Tool Makers’ Association was opened
in London last week by Mr. W. R. Herod,
president of the International General Electric Com-
pany of America, and co-ordinator of North Atlantic
Defence Production, He stressed the importance of
the British gauge and tool industry, the key-nature of
which is generally appreciated throughout the iron,
steel and engineering trades. There are 75 exhibitors
on stands of uniform design and colour scheme, show-
ing the latest equipment, including gauges and
measuring instruments; jigs and fixtures; special-purpose
machinery, press tools; portable power tools; engineers’
small tools; moulds and dies, and diamond tools. A
competition in craftsmanship and draughtsmanship for
apprentices and learners attached to member-firms
is being held by the Association in conjunction with
the exhibition, and entries are on view. A panel of
experts has been appointed to adjudicate the entries,
and suitable prizes are being awarded for the best
efforts. The exhibition, which is being held in the
New Hall of the Royal Horticultural Society, Elverton
Street,, Vincent Square, London, S.W.l, remains open
until to-morrow.

Oon April 16 a reception was held at Fabrimetal—
the Belgian Employers’ Organisation—to welcome
home from the United States the teams which had been
investigating foundry practice and forging.

Australian visitors at the British Industries Fair
(1,400) headed the attendance list of overseas buyers.
They were followed by Holland ﬁl,250, India (1,0303,
South Africa (1.000). the Republic of Ireland (950
and the U.S.A. (900).
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Summer Overhaul Causes Power

Cuts

Complaints about the widespread power cuts which
caused serious production losses for industry in recent
weeks brought a statement from Mr. Philip Noel-Baker,
Minister of Fuel and Power, in the House of Commons.
Load shedding, it was stated, reached 10 per cent, in
most areas.

Regretting the inconvenience caused, he said that the
three main reasons for it were the great increase in the
demand for electricity in the first four months of the
year, when the British Electricity Authority had sent
out 14 per cent, more power than in the same period
last year; the large proportion of generating capacity,
(28 per cent.) which had been out of commission, mainly
because of necessary summer overhaul and maintenance
and temporary breakdowns; and the exceptionally cold
weather.

Unsuitable coal was “a very small ” factor indeed,
said the Minister. The amount of capacity out of use
because of overhaul and breakdowns was certainly
heavier than before the war, and maintenance had to
be carried out between April and September. The
b.e.a. had to run a great deal of old plant which it had
taken over and new plant was having teething troubles.
Generating capacity had increased last year by 965
megawatts, 30 per cent, more than in the highest pre-
war year. It would increase this year by between 1,050
and 1.100 megawatts.

British Standards Institution

The Monthly Information Sheet for April, issued by
the British Standards Institution, lists tinder “ Amend-
ment Slips Issued,” PD 1156, Amendment No. 1 to L.
53:1950, Aluminium-magnesium alloy ingots and cast-
ings (solution treated); under “ Future Publications,”
B.s. 1735:1951, Flanged cast-iron gate valves, classes
125 arid 250, for the petroleum industry (5s.); under
“ Standards Withdrawn,” ».s. 3L.5:1933, Aluminium-
zinc-copper alloy castings; b.s. 3L.8:1933, 12 per cent,
copper-aluminium alloy castings; b.s. 4L.11:1933,
7/1 aluminium alloy castings; b.s. 2L.24:1933, “Y”
aluminium alloy castings; and under “ Draft Standards
Circulated for Comment,” CM 9379, Malleable cast iron
and cast copper-alloy pipe fittings (screwed B.S.P.
taper male and parallel female thread), for steam,
water, gas and oil (revision of b.s. 1256), and CN 162,
Malleable cast iron and cast copperlalloy pipe fittings
gscrewed B.S.P. taper thread or A.P.l. line-pipe thread),
or steam, water, gas and oil (revision of b.s. 1431).

Joint Engineering Conference

During the joint engineering conference of the Insti-
tution of Civil Engineers, the Institution of Mechani-
cal Engineers, and the Institution of Electrical Engi-
neers, in London, from Monday, June 4, to Friday,
June 15, a number of technical Papers on various
aspects of engineering will be read, including
the following:—On Thursday, June 14, at the Institu-
tion of Mechanical Engineers, a Paper entitled * A Cen-
tury of Engineering Progress in British Coal Mines
(1851-1950)," will be read by B. L. Metcarr,
M.I.Mech.E., M.LLE.E. On Friday, June 15, also at the
Institution of Mechanical Engineers, a Paper on
“ Mechanical Engineering in the Iron and Steel Indus-
try” will be read by W. F. Cartwright, M.l.Mech.E.
The office of the joint secretariat of the Conference will
be at the Institution of Civil Engineers, Great George
Street. Westminster, London, S.W.I.
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Spanish Iron and Steel Industry

Present and Future

The Spanish iron and steel industry during the
past year or so has been faced with numerous diffi-
culties which restricted output. Indeed, steelworks
and blast-furnaces at one time were so hard
pressed that the government found it necessary to
resume the system of priorities, for industries con-
nected with shipbuilding, electrical power produc-
tion and electrical plant manufacture, coal mining
and railway equipment.

During recent years the output of iron ore has
not reached 2 million tons—although the output
was nearly 10 million tons in 1913 and 6.5 million

Table I.—Spanish Output and _Fxports of Iron Ore in Thousands of
ons.

Year. Output. Exports.
1913 9,861 8,907
1929 6,546 5,594
1935 2,815 1,893
1941 1,720 559
1942 1,606 671
1943 1,587 591
1944 1,508 527
1945 1,171 261
1940 1,596 789
1947 1,513 729
1948 1,630 843
1949 1,870 989
1950 1,873 949

tons in 1929. Exports which, in 1929, amounted to
5.5 million tons, have been, for some years, under
2 million and, in the past year, the figure was under
a million tons, about three-quarters of which went
to the United Kingdom.

New Ore Deposits Found

Although some of the principal ore deposits of
Vizcaya are becoming exhausted, the prospecting
done by the new Spanish lron and Steel Institute
has disclosed new deposits of about 15 million
tons (85 per cent, spathic and 15 per cent, hema-
tite) south of Bilbao, and prospecting is being
continued in the north of the province, where a
compact mass of spathic ore is expected to be
found. These two new deposits and the old ones
will amount to a very important quantity—sufficient
for the local works for many years to come.
Spain still possesses large high-grade deposits, some
of which have not yet been exploited.

In spite of the difficulties—scarcity of coal, scrap
and electricity—the output of pig-iron and steel
increased, last year being a continuance of the
steady rise in production since 1945, in response to
an insistent home demand, which has never been
anywhere near satisfied. The figures for 1950 for
iron and steel—657,000 tons for pig-iron and
775,000 tons for steel—are the highest for the last
10 years, but fall far short of those for 1929 —
748,936 tons and 1,003,459 tons respectively.

Progress in developing and modernising the
existing Spanish works has continued, although on

Prospects Reviewed

a small scale, and new coke ovens, blast furnaces,
steel furnaces, electric furnaces, and rolling mills
have been erected or are in course of erection.

The field of metallurgical investigation is being
explored with increasing diligence in Spain and the
new Iron and Steel Institute has been active foster-
ing meetings of metallurgists and iron and steel
engineers. The principal subjects dealt with have
been the treatment of iron ores, design and opera-
tion of blast furnaces, steel furnaces and rolling
mills; the study of heat-treatment, the production
of iron and steel castings and of special steels.

Table I1l.—Spanish Output of Pig-iron and Steel,
Year. Pig-iron. Steel.
Tons. Tons.
1913 424,774 316,336
1929 748,936 1,003,459
1935 341,114 94,710
1941 535,742 574,304
1942 535,298 601,306
1943 583,701 053,089
1944 550,830 495,269
1945 476,754 438,569
1946 493,455 575,361
1947 503,384 548,209
1948 522,490 623,696
1949 619,229 651,623
19.50 657,000 775,000

Industrialisation

Spain emerged from the civil war with a clear
realisation of the possibilities and implications of the
industrialisation of the nation, and the arguments in
favour of it were confirmed during the second world
war. The Government, eager to consolidate and ex-
tend the gains made in years past, has decided to
promote Spain’s industrialisation to the full. In
the middle of 1950 the “ Instituto Naciortal de In-
dustrial' a State department, was commissioned to
prepare a plan for a new steelworks. Under a new
scheme, the Institute has created a company, with a
nominal capital of 1,000 million pesetas—of which
the Government subscribe 400 million pesetas,
leaving 350 for private companies and 250 for
foreign capital.

The new plant would produce 531,000 tons of pig-
iron (with three blast furnaces) and 613,000 tons of
steel (with three tilting open-hearth furnaces of 125
tons and five of 250 tons). The scheme will be carried
out in three stages.

The exact location of the new works has not yet
been decided, although they are certain to be some-
where in Asturiars, near the coalfields. The iron
ores of that district have a very low Fe content and
therefore only half of these ores will be charged;
the rest being obtained from other provinces and
from Spanish Morocco. It is expected that the
country’s heavy industry will show a substantial
growth in the future; a credit of S62.5 million from
the United States has been obtained.
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Gas Content of Liglit-alloy Melts

W. Edwards & Company (London), Limited, Worsley
Bridge Road, Lower Sydenham, London, S.E.26, have
sent us details of an apparatus they have designed in
consultation with the British Non-Ferrous Metals Re-
search Association for estimating the gas content of
molten light alloys. It is based on the notion that if a
sample of liquid aluminium be subject to a reduced
pressure of, say, 20 mm. of mercury, the trapped gas
in escaping has a profound influence on the size and
shape of the test-piece. Thus the test is ordinarily
qualitative, though instituting controlled conditions.

The apparatus consists of a vacuum-tight chamber and
a system for producing, controlling and measuring the
vacuum. The vacuum is created by a “ Speedivac”
pump. The molten sample is contained in an uncoated
iron crucible supported by a fireclay triangle. The
entire apparatus is mounted on a trolley having 5-in.
dia. castors for mobility on the foundry floor. The
table top is 30 in. high and the body measures 25! by
16! Lnl Shelves are fitted for the storage of tools and
crucibles.

To make a test, the crucible is warmed up by flush-
ing with liquid metal, refilled, and placed in the vacuum
chamber. The pump is then brought into action and in
a few seconds the test is completed and the appearance
of the sample examined and classified. This will reveal
the general condition, so far as gas content is con-
cerned, of the metal being melted. Full details of this
new and interesting apparatus are available on writing
to Lower Sydenham.

Changes of Name

The undermentioned companies have recently changed
their names. The new titles are given in parentheses.

HO%STMAN & FRY, LIMITED, founders, etc., of Bath
(Frenchay, Limited).

ISOMETRIC PROJECTIONS, LIMITED, Newport Pagnell,
Backs (High Precision Equipment, Limited).

BLQOR, BAYLEY & COMPANY. LIMITED. Newcastle-
I,,lder-Lyme Staffs (Metanodic gEngineers), Limited).

BEE FORD, LIMITED, manufacturers of machinery, iron-
Limited)’ ’ Warwick (Cape (Warwick) Holdings,

OLDINGS (HATFIELD), LIMITED, manufacturers of
earth-moving machinery, etc., of North Audley Street, London,
W 1 (Jack Olding & Company. Limited).

A.B.E. PROPERTIES, LIMITED, London, S.W.l (Brush
Aboe Properties, Limited). At November 24, 1950. Brush
Electrical Engineering Company, Limited, held practically all
the issued shares.

POWDERLOYS,
plastic powders,

LIMITED, manufacturers of metal and
etc.,, of Coventre (Powderloys (Coventry)
O¥ 1,’\4'engm$cr'12 Kl%gnsﬁne%s, inv1vi %fnaﬁ',wl!}m%htggés thdt

150,000 1ssued.

Contracts Open

The dates given are the latest on which tenders will be
accepted. The addresses are those from which forms of tender
may be obtained. Details of tenders with the reference V. P D
or C.R.b. can be obtained from the Commercial Relations and
Exports Department, Board of Trade, Thames House North,
Millbank, London. S.IF.Il.

CORK, July 7-Supply and
bution mains, etc., for the Count
county )secretary, Council's Offices,

MORETON-IN-MARSH, June 21—Provision and laying of
pprox. 1,820 yds. of 6 in., 7 in., and 9 in. dia. spun-iron

%%@T%ir‘g?p&pxé 5h& éHE‘ljmﬁf ?H.in' diaxorgsnsr]sal§§y{VEJ§, and_approx.
etc., uouncii. w_ 1l

for the Jtforth CotSwold Rural #fisirici.
Bdateman & Partners, Batheaston. Bath;
(deposit, £5 b5s.)

laying of trunk and distri-
Council. Mr. E. Callanan
Clonakilty. (Deposit/

Chesterfield House,
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Weights and Measures

The report of the committee on Weights and Measures
Legislation, which was appointed in October, 1948, by
the president of the Board of Trade “to review the
existing Weights and Measures legislation and other
legislation containing provisions affecting weights and
measures and the administration thereof, and to make
recommendations for bringing these into line with
present-day requirements,” has now been published.
The report is unanimous. Certain recommendations are
in favour of complete departures from existing prac-
tices. Of these one of the most important is that the
Government should, in concert with the Governments of
the Commonwealth and the U.S.A., abolish the imperial
system of measurement in favour of the complete adop-
tion of the metric system over a period of about twenty
years. The committee also recommends, whether this
long-term and admittedly controversial proposal be
accepted or not, that the imperial yard and pound should
as soon as possible be defined as specific fractions of the
international metre and kilogramme instead of by refer-
ence to the present Imperial Standards, in such a way as
to bring, if possible, the values of the United States’
and the British yards and pounds into exact agreement.
It further recommends that the apothecaries, troy and
pennyweight systems of measurement, together with- cer-
tain obsolete imperial units, should be abolished, and
that a permanent commission on units and standards
of measurement, to be composed mainly of persons dis-
tinguished in the science of measurement, should be
appointed by the president of the Board of Trade to
advise on matters relating to the units and standards
of all forms of measurement.

Schuman Plan Welcomed

By a majority of 80 votes to seven, with nine absten-
tions. the European Assembly welcomed the Schuman
coal and steel plan on May 11. Oppositions came
from the German and Saar Socialists, while eight of
the nine British Labour Party members and a Socialist
from Luxembourg accounted for the abstentions.

In earlier votes on separate clauses the British Labour
members joined in welcoming the Schuman treaty and
in expressing the hope that Great Britain and other
interested countries would examine the possibility of
negotiating a working agreement with the High
Authority. Later the Assembly discussed a draft con-
vention of a European transport pool modelled on that
of the coal and steel pool.

German trade-union leaders, while expressing formal,
if unconditional approval of the plan, have asked that
there should be full economic equality for Western
Germany before it is ratified, and that before the coal
sales board is disbanded a system be devised to safe-
guard German wishes on coal.

Board Changes

Barrow, Hepburn & Gale, Limited—Mr. J. A.
Rowland and Mr. J. S. Mitchell have been appointed
to the board.

Tweedales & Smalley (1920), Limited—Mr. A. H.
Lawton, the chairman, has resigned from the board, and
Mr. F. R. W. Preston, the deputy chairman, has been
appointed in his stead.

Consolidated Mining & Smelting Company of
Canada, Limited—Mr. W. A. Mather has been elected
vice-president, succeeding Mr. Ross McMaster, who has
been re-elected a director.
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Stanton Machine-cast Pig Irons are clean-melting

and economical In cupola fuel.

All types of castings are covered by the Stanton
brands of pig iron, including gas and electric fires,
stoves, radiators, baths, pipes, and enamelled
products generally ; repetition castings requiring a
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.

FOUNDRY TRADE JOURNAL

STANTON
FOUNDRY PIG

SHAPED
FOR BETTER
HANDLING
AND
STACKING

561

IRON



562

Personal

Mr. Arthur Setvey, an inspector at the foundry of
Ley’s Malleable Castings Company, Limited, has been
elected a member of Derby Town Council.

Mr. A. A. swinbank, commercial manager at the
Wilton (Yorks) works of Imperial Chemical Industries,
Limited, has been elected a member of Middlesbrough
Town Council.

Mr. Fraser Yorkston, outdoor representative of
Jopes & Campbell, Limited, Torwood Foundry, Larbert,
has received a gold watch from the firm on completing
50 years’ service.

Mr. C. E. Hancock, Of Edgar Allen & Company,
Limited, steelmakers, etc., of Sheffield, has taken up
new duties on the sales staff at the Johannesburg office
of Edgar Allen & Company (South Africa), Limited.

Mr.J. H. Russert, Works director of Hall & Pickles.
Limited, has been elected president of the Crucible Steel
Makers’ Association in succession t0 Mr. Percy
W ardrobe, director of Wardrobe & Smith, Limited,
who has held office since 1948.

Mr. J. D. F. yuire has been elected secretary of the
West Wales section of the Wales and Monmouth branch
of the Institute of British Foundrymcn. Mr. A. S. Wall,
who has been acting as secretary, continues, of course,
as secretary of the parent branch. Mr. Yuile’s address
is 85, Vicarage Road, Morriston, Swansea.

M r.G. E. Benarrenr, deputy chairman and managin
director of the Dunlop Rubber Company. Limited,
has been elected president of the Society of Motor
Manufacturers and Traders in succession to mr. W.
Lyons, Chairman and managing director of Jaguar
Cars, Limited, who becomes deputy president of the
society.

Mr. R. J. G ossage has been appointed the first sea-
going scientific adviser to the staff of a commander-in-
chief in the Royal Navy. A physicist, who took a lead-
ing part in devising counter-measures to the German
magnetic mine edrly in the last war, he will take up his
post as scientific adviser to Admiral Sir Philip Vian when
the Home Fleet visits Rosyth early next month.

Mr. B. c. curiing’s services to the Institute of
Marine Engineers are to be recognised by the opening
of a presentation fund. As previously announced, Mr.
Curling, who has been secretary of the Institute for the
last 30 years, will be retiring next October. The council
of the Institute is keeping the subscription list open until
September 1to enable overseas members to participate.

Mr. G. E. Foxwerr, formerly chief technical officer
of Koppers Coke Oven Company (1943), Limited, is
to be the next president of the Institute of Fuel. He
joined Koppers in 1912 as a junior chemist and took the
B.Sc. degree of London Universit?/, the M.Sc. and the
D.Sc. He has contributed valuable Papers which have
opened the way to more progressive research into the
coking of coal. Mr. Foxwell takes office in October.

Thirteen employees Of James Howden & Company,
Limited, engineers, Glasgow, who have been with the
firm for 40 years or more, received inscribed gold
watches on May 16 to mark their long service. The
gifts were presented by Mr. Crawford W. Hume, chair-
man of directors, to the following:—Mr. James Fulton
(62 years’ service), Mr. Henry Glen (46 years), Mr.
William Ferguson and Mr. James Murray (43 years),
Mr. James Purvis and Mr. Alfred Maclntyre (42 years),
Mr. Robert Burns', Mr. John Cochran. Mr. James
Fulton, Mr. James McGuire, and Mr. Arthur Thomson
241 years;, Mr. Arthur Hills and Mr. George Mulgrew
40 years
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Movement of Wholesale Prices

The index of wholesale prices prepared by the Board
of Trade registered a rise of 15 per cent, in April.
Prices of a number of raw materials, including tin
and rubber, fell during the month, but there were
price increases in the non-ferrous and the chemicals
and oils groups, with the net result that there was-
little change from the previous month in the industrial
materials and manufactures index.

Compared with 1938 the index for all items has
risen by 214 per cent., and for industrial materials
and manufactures by 258 per cent.

There was a rise of 0.3 per cent, in the iron and
steel index during April, the price of galvanised steel
sheets rising by 2.0 per cent., and of tinplate by 6.8
per cent. In the non-ferrous group, copper and brass
prices rose by 4 per cent.,, zinc by 5.8 per cent.,, and
pig-lead and lead pipes by 16 and 17 per cent., respec-
tively. The price of tin, however, continued to fall,
the average price for the month being 9.4 per cent,
lower than in March. The index for the non-ferrous
group rose by 6.3 per cent.

The following table, taken from the “ Board of Trade
Journal,” shows the movement of wholesale prices
of industrial and building materials, expressed as per-
centage increases on the average for the year 1930==

1050. 1951.

Group.

April.  Nov Dec .Tan. Feb Mar.  April.
Coal 305.3 308.6 311.2 311.2 329.0 332.7 333.0
Iron and
steel 257.0 265.1 265.4 267.8 269.5 277.2 278.1
Non-ferrous
metals . 277.6 434.8 461.0 467.2 453.2 451.3 479.8
Chemicals
and oils 2015 220.1 221.2 223.4 231.3 2329 239.4
Building
materials 223.8 237.9 237.6 238.6 241.2 252.1 t

t Discontinued.

Exports at New Peak

The value of British exports during April, according
to provisional figures, was at the new record level of
£241,100.000, which compares with the previous peak
of £222,900,000 in January last. Exports in March
were valued at £207,600.000.

Imports also set up a new record in April, the
figure of £311,500,000 comparing with the previous
record of £303,400.000 which was returned in March.
April im]ports were 44 per cent, above the monthly

average for last year.
There was a drop in the visible adverse balance
during April  from the post-war high level of

£95,800,000 recorded in March to £70,400,000.

Electro-inetallurgical Research

The following reports have been published by the
Electrical Research Association and are available on
application: Technical Report N/T59, 1950. “ Domain
Wall Movement in a Single Crystal ” by K. H. stewart
(price 3s.); Report N/T58, 1950, “ The Domain Struc-
ture of Ferromagnetic Crystals” by H. Lawton (price
6s.); Report N/T55, “The Use of the Bitter Powder
Pattern Technique in the Determination of the Domain
Structure of Single Crystals of Silicon-Iron” by pPro¥.
L. F. Bates and F. E. N eate (price 18s). Copies may
be obtained from the British Electrical and Allied Indus-
tries Research Association, Thornycroft Manor, Dorking
Road, Leatherhead, Surrey.
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News in Brief

The price of crude linseed oil Was increased
from £160 to £180 per ton naked ex works from
May 20.

Owing to the shortage of raw materials Ley’s
Malleable Castings Company, Limited, Derby, had two
days longer holiday than usual at Whitsuntide.

On account of the iNadequacy of rail transport, the
Sheffield Trades Technical Society have cancelled a
visit by their members to the Festival of Britain—
South Bank Exhibition.

It is probabie that silica mining at the village of
Bwlchgwyn, near Wrexham, will go ahead despite the
fact that at an inquiry held 18 months ago it was stated
that it might mean the virtual extinction of the village.

Employees of Babcock & Wilcox, Limited, Renfrew,
last week received their two weeks’ extra wages as
bonus for increased production, and in many cases this
£mseoant pay envelopes containing anything from £20 to

The Duchess of Kent performed the opening cere-
mony of the Leicester, Leicestershire and East Midlands
Industries Exhibition and Trade Fair at the Granby
Halls, Leicester, yesterday. The exhibition will remain
open until June 2.

Burnbank Foundry School for apprentices in the
light castings industry will probably be opened in Sep-
tember. It is estimated that for each week 200 young
people, or 40 a day, will attend the school to begin
with. In all, 313 apprentices will be available for
attendance.

British Railways has awarded a contract to build
1,200 mineral wagons valued at £500,000 to the Butter-
ley Company, Limited, Ripley, near Derby. The wagons
will be all-welded and will require 9,000 tons of steel.
Work on the new contract will be started early in 1952
and it will be completed in about a year.

Thomas Broadbent & Sons, Limited, engineers,
Central Iron Works, Huddersfield, have bought Buxton
Road Methodist Chapel, Huddersfield, to extend their
business premises. The chapel has been closed for
worship for 15 months. It is understood that Broad-
bent's intend to use it as an office block.

The Marshall organisation announce the appoint-
ment of Mr. T. W. Stanier as general sales manager to
Marshall Sons & Company, Limited, Gainsborough and
John Fowler & Company (Leeds), Limited. Prior to
this appointment Mr. Stanier was for a number of
years export sales manager of Aveling Barford Limited,
Grantham.

A licence for the manufacture Of bi-metallic auto-
motive components through use of the AIl-Fin process
has been granted to Aluminiumwerke Nirnberg, of
Nurnberg, Germany, the Fairchild Engine and Airplane
Corporation announces. The Al-Fin process, developed
by Fairchild, is a.method of molecularly bonding
aluminium and its alloys to iron or steel.

A 1etter received from Foundry Equipment Limited
of Linslade Works, Leighton Buzzard. Bedfordshire,
reports the results of their exhibition at the Castle
Bromwich section of the British Industries Fair, where
they showed the Junior Sand Rammer. It is stated that
20 per cent, of the enquiries were from overseas buyers.
The business done was good and *“exceeded expecta-
tions.”

An order has been placed by the Victorian Elec-
tricity Commission. Australia, with the Westinghouse
Electric International Development Company at an esti-
mated cost of nearly £A6,000,000. This is part of
equipment for power stations valued at $11,000.000,
with a total generating capacity of 60,000 lew., which
will be obtained from the United States by the
Commission.
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The directors Of W. & T. Avery, Limited, weighing,
testing, and counting machine manufacturers, of Birm-
ingham, announce that consent of the Capital Issues
Committee has been received for the company to make
a free issue of ordinary £1 shares to the ordinary
stockholders, at the rate of one share for each ordinary
£1 stock unit held on June 26 next. The new shares
will not rank for dividend in respect of the year ended
March 31 last.

The Société Francgaise de Métallurgie is to hold
its annual autumn symposium in Paris from October
22-27. The meeting will be run on similar lines to the
one arranged last October when a large number of
specialists from other countries presented Papers. The
French Society is anxious to have once more the colla-
boration of scientists from abroad concerned with
different problems of metallurgy. Those interested are
invited to write to the Société Francgaise de Métallurgie,
5, Cité Pigalle, Paris, 9.

Three senior executives 0f G. Clancey, lelted,
West Bromwich and Halesowen, makers of valve guides
and tappets for the bulk of the British motor industry
(the firm produced some special castings for the Rover
gas-turbine car) have been made directors. They are
Mr. C. Field, works manager, Mr. F. G. Timmins,
foundry manager, and Mr. E. R. Dunsby, sales manager.
Mr. G. Clancey is chairman and managing director of
this privately-owned company, which he founded 25
yrs. ago.

An order for four bulk ore carriers each of 22,400
tons dw. placed with the Fairfield Shipbuilding &
Engineering Company, Limited, Govan, by the Liberian
Navigation Corporation is described as being one of
the largest contracts to be placed with a single British
shipyard. The new vessels will be similar to the two
bulk ore carriers ordered by the same owners from the
Fairfield Company early last year, when it was stated
that they were the largest ore carriers to be constructed
in the British Isles.

Treasury consent has been received by the Metal
Agencies Company, Limited, to the capitalisation of
£313,263 of reserves and to issue to ordinarK stock-
holders as a free bonus two new ordinary shares of
5s. each for every 5s. unit held. In January, 1951, the
ordinary capital was increased by the issue of 104,421
ordinary shares of 5s. each to existing holders at a
premium of 23s. per share. During the year the com-
pany acquired for cash the share capital of Service
& Company, Limited, of Plymouth.

The 1atest air freight booklet published by the
British Overseas Airways Corporation gives details of
all the corporation’s facilities for the carriage of air
freight from the United Kingdom, including special
collection sendees, favourable insurance rates, and
special commodity rates for certain classes of goods.
Following are some of the commodities for which
charges are given :(—Agricultural implements, machinery
components and parts; coke-oven parts; cutlery;
electrical equipment; internal combustion engines;
machinery; metals; scientific instruments; tool tips.

The output OF commercial vehicles in March was
23,952, making 68,646 for the quarter, compared with
66,683 last gear, while motor-car production was 41,592
in March, bringing the quarter’s total to 123,174, com-
pared with 131,371 in the first quarter of 1950. Com-
mercial vehicle exports were slight!jy higher during the
first quarter at 34.046 (33,863), and the total value of
car, commercial vehicle, and agricultural tractor exports
in March was £15,800,000, compared with £16,100,000
in February. The industry is becoming increasingly
handicapped by the shortage of sheet steel and other
materials.
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Raw Material Markets

Iron and Steel

The difficulties arising from the short deliveries of
foreign ore are still acute, and most of the blast
furnaces are operating below their full capacity. News
from the ore ports does not encourage hopes of early
improvement. Tonnage is still scarce and the ascent
of freight rates does not appear to have been com-
pletely arrested. The consequential contraction in the
production of pig-iron has already involved the foun-
dries in serious difficulties. Full allocated tonnages are
unobtainable, and as stocks are now almost exhausted,
outputs of castings, for which there is a heavy demand,
are adversely affected.

The chief problem of the re-rollers is to use available
supplies of steel semis to the best advantage. There is
scope for their ingenuity and adaptability in the use
of defectives and re-rolling scrap to eke out the supply
of prime billets, etc. Deliveries of home-produced
semis are maintained at a high level, but still they do
not suffice wholly to compensate for the drop in the
imports of material from Belgium. The sheet-bar posi-
tion is becoming very difficult, and scarcity of acid
severely limits the possibility of galvanising.'

Substantial rearmament orders have now reached
the steelworks and these involve extensive changes in
production. Inevitably these changes will involve a
contraction in the export trade. In fact, shipments
are already in arrears owing to the shortage of shipping.
This is most noticeable on the Far Eastern run, and
considerable tonnages are also awaiting shipment to
Canada and the United States.

The capacity of the sheet and light-plate mills is
heavily overtaxed and demand for material for ship-
building has reached its highest peak. The speed-up In
wagon building also involves heavy demands on the
rolling mills and the call for railway equipment is

such that even the home railways are on short
commons.
Non-ferrous Metals
Mr. Gibson, acting _administrator of the Defence

Production Authority in Washington, has announced
that the copper companies, and not the U.S. Govern-
ment, will be called upon to foot the bill for the
additional 3 cents per Ib. on copper, recently agreed
between Chile and the United States. It was added
that the U.S. Government has no authority to pay this
subsidy, but it is only the other day that a contrary
view was expressed by an official of the General
Service  Administration. Not unnaturally, the
American companies, which own the Chilean mines.
feel disturbed over this development, for as things
stand at the moment there is a price ceiling on the
U.S. domestic price of 24i cents per Ib. Some days
may elapse before matters arc straightened out satis-
factorily, but at the time of writing it certainly looks
very much as though a rise will take place in the fas.
New York quotation. This would, of course, mean
that the Ministry of Supply here would be involved
in a higher price for the copper it purchases from
Northern Rhodesia and Canada. Consumers in Britain
may be called upon to pay as much as £24 additional
to the present-day price of £210.

It is all very confusing and points the moral of the
advantage of having a free and independent market in
London, which would react promptly and accurately to
all events bearing on the copper price.

In scrap there is nothing fresh to report; supplies
being as scarce as ever and consumers very short of
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much needed material. It is hoped that when the new
control Order fixing upper limits for ingots is made
effective some improvement will occur. Licensing of
scrap acquisition and the compulsory revelation of
stocks held should also go some way towards prevent-
ing metal getting into the wrong hands.  But there is
no escaping the fact that the disease from which the
non-ferrous industry is suffering is that of under-
nourishment, and until a normal flow of virgin metal is
restored the scrap situation cannot improve. It is
believed that the Ministry is endeavouring to add to
the supplies of metal already secured under long-term
arrangements with the producers. At the moment the
lead situation seems to be the most difficult, but the
outlook is not very bright for any of the metals.

Metal Exchange official tin quotations were as
follow: —

Cash Thursday, £1,145 to £1,150; Friday, £1,145 to
£1,155; Monday, £1,140 to £1,145; Tuesday, £1,125 to
£1,130; Wednesday, £1,130 to £1,135.

Three Months—Thursday, £1,120 to £1,125; Friday,
£1,115 to £1,120; Monday, £1,115 to £1,120; Tuesday
£1,105 to £1,110; Wednesday, £1,105 to £1.110.

Italian Grey-iron Production

According to recent statistics available there arc 898
foundries in Italy employing 37,000 men. Their total
output potential is 491,000 tons yearly but at present
they are working at the rate of 384,000 to 401.000 tons
a year or to the extent of about 80 per cent, of their
capacity.

Only 18 of these foundries are large, employing as
they do an average of 450 men each. They account
for about 29 per cent, of the country’s potential in
this field. About 25 per cent, of the capacity is repre-
sented by mcdium-size foundries, 80 in number, employ-
ing on the average some 150 men each. The remaining
46 per cent, are represented by 800 small foundries
employing an average of 21 men each. This, however,
is only a statistical average and many of them are so
small that the proprietor is actually one of the workmen.

This predominance of small foundries is typical of
Italy and it reacts unfavourably on the productivity
This is clearly evident if the statistics of the output per
man/hour in various countries be compared, viz '—
United States, 33.0; Holland, 15.7; France, 154- Ger-
many, 13.2, and ltaly, 10.7 Ib. per man/hour.

Even without taking into consideration the excep-
tionally high American output due to integrated mecha-
nisation, it is clear that the productivity of most of
Italian foundries is poor. The fact is that only about
one in five is specialised in definite types of work and
the rest are only jobbing foundries undertaking any job
and having recourse to improvisation which, while often
being very clever, waste time and material.

The evident remedy is to reduce the number of small
foundries and introduce a greater degree of mechanisa-
tion into the large ones. It is observed, for instance
that France has only 750 foundries or 16£ per cent
fewer than Itagl and yet produces 900,000 yearly tons
or more than double the Italian output.

Mechanical Handling.—Ransomes & Rapier, Limited
of Ipswich have just released three folders covering
“8” and “5” super mobile cranes and portable
electric wharf winches. Both technical and commercial
information is given, while good use has been made
of illustrations.
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Current Prices of Ilron, Steel, and N on-ferrous M etals
(Delivered, unless otherwise stated)

May 23, 1951

PIG-IRON Billets, Blooms, and Slabs for Forging and Stamping.—

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

Low-phosphorus Iron.—Over 0.10 to 0.75 per cent. P,
£12 9s., delivered Birmingham. Staffordshire blast-
furnace low-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.

Scotch 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 21 per cent., S. & P. over 0.03 to 0.05
per cent. :—N.-E. Coast and N.-W. Coast of England,
£12 7s. 6d.; Scotland, £12 14s.; Sheffield, £13 2s. 6d. ;
Birmingham, £13 9s.; Wales (Welsh iron), £12 7s. 6d.

Spiegeleisen.—20 per cent. Mn, £18 3s.

Basic Pig-iron.—£10 19s. all districts.

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

Ferro-silicon (6-ton lots).— 10/55 per cent.,, £37 15s.,
basis 45% Si, scale 14s. per unit; 70/84 per cent., £52,
basis 75% Si, scale 14s. 6d. per unit.

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

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

Ferro-molybdenum.—65/75 per cent., carbon-free, 9s. 6d.
per Ib. of Mo.

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

Ferro-tungsten.—80/85 per cent., 31s. 6d. per Ib. of W.

fTungsten Metal Powder.—98/99 per cent., 33s. 6d. per Ib.
of W.

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

Chromium Briquettes
£69 4s.

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

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

(5-ton lots and over).—lib. Cr,

Ferro-manganese  (blast-furnace). — 78  per  cent,,
£36 Is. Id.

Manganese Briquettes  (5-ton lots and over).—21b. Mn,
£40 15s.

Metallic Manganese.—96/98 per cent.,, carbon-free,

£215 per ton.
SEMI-FINISHED STEEL

Re-rolling Billets, Blooms, and Slabs.— B asic : Soft, u.t.,
£17 4s.; tested, up to 0.25 per cent. C (100-ton lots),
£17 9s.; hard (0.42 to 0.60 per cent. C), £19 4s.; silico-
manganese, £24 6s. 6d.; free-cutting, £20 9s. Siemens
Martin Aero: Up to 0.25 per cent. C, £22 11s. 6d.; case-
Uardening, £23 9s.; silico-manganese, £26 14s.

basic, hard,
acid; up to

Basic, soft, up to 0.25 per cent. C, £20 4s.;
over 0.41 up to 0.60 per cent. C, £21 9s,;
0.25 per cent. C, £23 9s.

Sheet and Tinplate Bars.—£17 6s. 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, 17/20 g., £29 13s.;
galvanised corrugated sheets, 17/20 g., £43 6s.

Alloy Steel Bars,—1-in. din. and up : Nickel, £37 19s. 3d. >
nickel-chrome, £56 6s.; niekel-ehrome-molybdenum, £63 Is-

Tinplates.—48s. 31d. per basic box.

NON-FERROUS METALS

Copper.—Electrolytic, £210; high-grade fire-refined,
£209 10s.; fire-refined of not less than 99.7 per cent., £209 ;
ditto, 99.2 per cent.,, £208 10s.; black hot-rolled wire
rods,' £219 12s. 6d.

Tin.—Cash, £1,130 to £1,135; three months, £1,105 to

£1,110; settlement, £1,135.
Zinc.—G.0.B. (foreign) (duty paid), £160; ditto
(domestic), £160; “ Prime Western,” £160; electrolytic,

£164 ; not less than 99.99 per cent., £166.

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

Zinc Sheets, etc.—Sheets, 10g. and thicker, all English
destinations, £180 ; rolled zinc (boiler plates), all English
destinations, £178; zinc oxide (Red Seal), d/d buyers’
premises, £178.

Other Metals.—Aluminium,
English, 99 per cent.,, £390;
£73 10s. to £74 ; nickel, £406.

Brass.—Solid-drawn tubes, 21Jd. per Ib.; rods, drawn,
29Jd.; sheetsto 10 w.g., 26fd.; wire, 271d.; rolled metal,
25£d.

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

Gunmetal—Ingots to BS. 1400—LG2—1 (85/5/5/5),
— BS. 1400—LG3—1 (86/7/5/2), — ; BS.
1400—G1—1 (88/10/2), — ; Admiralty GM
(88/10/2), virgin quality, — , per ton, delivered.

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

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

Phosphor Bronze.—Strip, 37d. per Ib.; sheets to 10 w.g.,
39Jd.; wire, 40Jd,; rods, 36Jd.; tubes, 42d.; chill cast
bars: solids —, cored, —. (C. Cru'ford & Son,
Limited.)

Nickel Silver, etc.—Ingots for raising, 2s. 4£d. per Ib. (7%)
to 3s. 31d. (30%); rolled metal, 3 in. to 9 in. wide X
.056, 2s."10id, (7%) to 3s. 9£d. (30%); to 12 in. wide X
.056, 2s. 10£d. to 3s. 9|d.; to 25 in. wide X .056, 3s. OJd.
to 3s. Iljd. Spoon and fork metal, unsheared, 2s. 7Jd. to
3s. 61d. Wire, 10g., in coils, 3s. 4d. (10%) to 4s. 3|d.
(30%). Special quality turning rod, 10%, 3s. 3d;
15%, 3s. 7-f-d.; 18%, 4s. All prices are net.
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Forthcoming Events

MAY 28
Incorporated Plant Engineers

West and East Y orkshire Recent Developments in
Metallurgy,” by Dr. Irvine, of Leeds University, 7.30 p.m.,
in the Fuel Department, or the Mining Department Lecture
Thoatrc, Loeds University.

MAY 30
Institution of Production Engineers

Shrewsbury Sub-sectionCommercial Possibilities of the
Lost-wax Process,” by A. Short, 7.30 p.m., at the Technical
College, Shrewsbury.

MAY 30 to JUNE 2
Birmingham and District Industrial Safety Group
Exhibition, to bo hold in the Binglcy Hall, Birmingham.
MAY 30 to JUNE 1
Iron and Steel Institute

Annual General Meeting, beginning at 10 a.m., at 4, Grosvenor
Gardens, London, S.W.I. Details published in the
Journal, April 19, 1951.

Wills

Baekr, W. B., joint secretary of Swinnoy Bros.
Limited, ironfoundors, of Morpeth (Northumber-
land), previously chief clerk with Smith’s Dock
Company, Limited, North Shields.........

Dewar, M. B. U., chairman of British Timken
Limited, and Fischer Bearings Company, Limited
a director of Cincinatti Milling Machines, Limited
and Nockar Water Softener Company, Limited,
and interested in other companies, who was closoly
associated with the United States Ordnance in
designing and producing tho Sherman tank, and
a former vice-president of tho Federation of
British Industries ...,

£3,728

£464,411

LOW PHOSPHORUS

REFINED & CYLINDER
HEMATITE P I
MALLEABLE

DERBYSHIRE
NORTHAMPTONSH IRE

SWEDISH CHARCOAL

ve»'e
AS'W *

w »17*
And at:—

BIRMINGHAM, 2.

39, Corporation St.,
Midland 3375/6

LIVERPOOL, 2.

13, Rumford St.,
Central 1558
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Obituary

Mr. J. B. Boyte, formerly at the Renfrew branch
of Babcock & Wilcox, Limited, died on May 13, at the
age of 78.

Mr. James Morton, late of Alexander Stephen
& Sons, Limited, shipbuilders, etc., of Linthouse,
Glasgow, died on May 9.

Mr. David Baum, a director of C. & J. Hampton,
Limited, manufacturers of engineers’ and wood-
workers’ tools, etc., of Sheffield, died suddenly on
May 9 at the age of 74.

Mr. Edward Evans, assistant secretary of Beiliss
& Morcom, Limited, engineers, of Birmingham,
died on May 9 at the age of 61. He had been with
the company for 48 years.

The death has occurred of Mmr. J. W. Crowtuer, at
the age of 78. For over 46 yrs. he was foundry manager
for John Haigh & Sons, Limited, textile machinery
manufacturers, Priestroyd Ironworks, Huddersfield. A
native of Todmordcn, Mr. Crowther retired in 1946.

The death is announced Of Mr. H. Stringer,
foundry foreman at the Widnes Foundry & Engineering
Company, Limited, where he had spent nearly 30 yrs.
of his working life. He was 59 yrs. old, and joined
the Institute of British Foundrymen in 1936.

The Shipping and Industries Exhibition, which is to
form part of Southampton’s Festival of Britain activi-
ties, will be inaugurated by Earl Mountbatten on
June 30. It will remain open until July 14.

R O N

CO

Y A"

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

GANISTER

GLASGOW, CJ.

93, Hope Street,
Central 9969

MOULDING SAND
REFRACTORIES
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CLASSIFIED ADVERTISEMENTS

PREPAID RATES *“ Twentyword« for 5, (minimum charge) and 2d. per word thereafter. Box Numbers.
2s. extra (including postage of replies).

Advertisements (accompanied by a remittance; and replies to Box Numbers should be addressed to the Advertisement
Manager, Foundry Trade Journal, 49, Wellington Street, London, W.C2.  If received by first post Tuesday advertisements
can normally be accommodated in the following Thursday’s issue.

SITUATIONS WANTED SITUATIONS VACANT—Contd. SITUATIONS VACANT—Contd
OUNDHYMAN.—Keen, with experi- ANAGER for Gravity Die Casting
F ence of all foundry requirements in M Foundry. Good salary for first-class OUNDRY FOREMAN.-Good practical
grey, high duty irons and steel, seeks ability and personality.—John Dale, Ltd., Foundry Foreman wanted for small
change, where experience can be fully London Colney, St. Albans, Herts. Foundry in Merseyside area. Capablo of
utilised. Any district considered.—BoXx taking full charge of Foundry and Fettling
980, Foundry Trade Journal. Shop, etc.—Applicants should give details

OULDER required for bedding in of experience and state salary required
lumpy castings averaging 2 tons. to Box 996, Foundry Trade Journal.
i Good piecework rates. 5-day week.—
FOUNDRY MANAGER, iron and non- Moyle, Kingston-on-Thames.
ferrous, seeks situation with pro-
gressive company. Wide experience in

general jobbing work and mechanised FOUNDRY METALLURGIST required ATTERNMAKERS  wanted Wood
production; estimating, costing and out- for Steel Foundry in Scotland. Must d tal. C tant 1 t
side representation. Cupola control for Dbe experienced in the production of alloy IanJ mHe a ‘Ma onlsﬂan Ciwteaﬁyrgipeé?
high duty irons.—Box 998, Foundry Trade steel castings from electric Furnace (Ark) Lt?r?d)én Eci Y, ’ ’
J OURNAL. and Tropenas processes. This is a pro- sl

gressive position to the right person.—
Reply, giving details of experience, age,
and salary required, to Box 960, Foundry

eneral foundry manager Trade Journal

| (age 45) desires change.  Present ‘ TIOUNDRY MANAGER required for
position full control of foundries and important- Light Castings Foundry
pattern ~shop producing heavy, medium ORE-SHOP FOREMAN required for in Birmingham area.  Mechanised and
and light castings for machine tool, h N n .
marine, electrical, and diesel engine work Grey Iron Foundry in Tipton, floor moulding foundries. Successful
ranginé from semi-mechanised and core Staffordshire. Applicants must be candidate must be M.I.B.F., good dis-

technically sound and capable of control- ciplinarian, with knowledge of planned
ling both male and female labour. production. Experience in production of
Excellent Canteen facilities and Super- castings for vitreous enamelling would be
annuation Scheme in operation. Our an advantage. Excellent prospects. Staff
present staff is awaro of this advertise- Pension Scheme. Age preferred 35-45. Give
ment.—Apply, stating ago, experience, and full details, in confidence, of age, experi-
salary required, to Box 984, Foundry Trade ence, and salary required, Box 992,
Journal. Foundry Trade Journal.

assembly production up to 35 tons in loam,
green and dry sand. Sound practical
training, commercial and technical experi-
ence, accustomed to full control, good
organiser with modern ideas.—Box 966,
Foundry Trade Journal.

SITUATIONS VACANT

tOUNDRY MANAGER, to take charge
of Nou-ferrous Metal Foundry in

» ATTERNMAKERS REQUIRED.— Manchester district. Qualifications re- ATTERNMAKERS—Two good men
MOYLE, KING8TON-ON-THAMES. quired include sound practical experience P required for wood, tin and stucco
and managerial ability. Applicants should work. Excellent working conditions,

give full particulars of technical aend canteen and welfare facilities.—Apply to

ATTERNMAKERS (metal) for air- practical experience, together with age, works Manager, Smith & Wollstood, Ltd.,
P cooled cylinder work. State age, wages required, and when at liberty to Bonnybridge.
experience, and wages required.—The commence—Box 978 Foundry  Trade

Birco Motor Cylinder Co., Ltd., Oldbury Journal.
Road, West Bromwich.

UNION STEEL CORPORATION (OF ETALLURGIST required, prcferabl
SSISTANT to Foundry Manager for SOUTH AFRICA), LTD. M with some knowledge of engineerin;
small Foundry, who specialise in —State age, experience, and salary n

high duty iron castings. Man with know- xperienced foundry super- quired, to John Gardom & Co., Ripley, n«
ledge of machine shop routine preferred. intendent required to control the Derby.
St:tingegélSndF;:g[ejrrlen(_:rer.adeSaljlgruym§|800 Steel and Iron Foundry at Verecniging.
p.a. ! y ! Transvaal. Annual production 4500 tons
of steel and 2,600 tons of iron castings.
Applicants must have practical and
KILLED MOULDERS, PLATERS, technical knowledge of the manufacture NATIONAL FOUNDRY COLLEGE.
TURNERS, BORERS, etc.. required of castings in plain carbon, alloy, and
by ~Distington Engineering Co., Ltd., manganese steels up to 20 tons in weight,
Workington, Cumberland.—For  further pe fully conversant with estimating from A PPLICATIONS are invited from suit-

details apply to the Labour Manager. customers’ drawings, and also job costing able candidates for
methods. Previous positions held should (1) THE TWO-YEAR DIPLOMA
be stated, also age and marital state. COURSE, and
epresentative, calling on Commencing salary £1200 per annum, (2 THE ONE-YEAR RESEARCH
Foundries and Engineers Lancs, on an initial three years’ contract, plus COURSE,
and Yorks., to sell Red Moulding SandGost of living ” allowance, at present poth courses commencing in the Autnmn
on commission.—Reply Box 962, Foundry £190 per annum for a married person. It of this year.
Trade Journal. is obligatory for the successful applicant The Courses are of post-graduate
to  join  the Corporation’s pension, standard, although it is not essential for
recreation and medical benefit funds. Students to possess a degree. There is

: Fare to South Africa for successful |j isi
OUNDRY FOREMAN required for ! ; ; ] liberal provision for awards of College
Grey Iron Foundry in Birmingham, applicant and family will be paid bv the scholarships.

district.  Plato work and light genera(forporatlon. Fuji details of entry qualifications and

: . Applications, endorsed with the refer- licati f b btained f .
castings. Able to uote, rice, control « ” application torms mav DO obtaine rom
Iabou? and cupola gtate agz experience, ©NCe TT/39." should bo forwarded to the TOE HEAD,

2 . ' London Representative. Union Steel Cor- i
and salary required.—Box 958, Foundry ; - National Foundry College,
Trade Journal. . ’ poration (of South Africa). Ltd., 535/546. W ulfrnna Street,
The Adclphi, London, W.C.2. Wolverham pton-
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SITUATIONS VACANT—Contd.

ATTERNMAKERS (wood or metal);

opportunities tor advancement in a vory
large modern shop. Housing accommoda-
tion can be arranged for suitable appli-
cants.—G. Perky & Sons, Lib., Hall Lane,
Aylcstono, Leicester.

ALES ENGINEER for Foundry Drying
Equipment, lleat Treatment Furnaces,

FOUNDRY TRADE

PLANT WANTED

NE Secondhand
bucket loader,

Sand
and

Mixer,
One

MATERIALS WANTED

JOURNAL

with
Rotary
Screening Unit, 5 tons per hour capacity.—
Box 988, Foundry Trade Journal.

and Light Steel Construction, for London ANTED. — REGULAR BULK
and Home Counties, required by two DELIVERIES OF PARTING
associated firms. London office may be POWDER.—Box 994 Foundry  Trade
provided.—Apply fully, Box 986, Foundry J OURNAL.
Trade Journal.
. ANTED, by actual user, Aluminium
LD-ESTABLISHED Progressive Stoel Grindings from casting fettling.
Foundry in Sheffield ~ requires Maximum price for clean material.
METALLURGIST, with experience of Regular supplies wanted.—Send true
handling 'I'ropenas converter, heat-treat- sample and details to Buyer, K. & L.
mont, sand control, and general foundry Steelfounders & Engineers, Ltd., Letch-
metallurgical problems. Age limits 25 to worth.
55. Only energetic ambitious men need
apply—Write Box 990, Foundry Trade
J OURNAL. MACHINERY FOR SALE
FINANCIAL KLENAR" FURNACE. 1-toa
capacity. Coke fired. New 1944
ngineering or allied in-  Very little used. Price £700.—Box wz,
dustry.—investment company, Foundry Trade Journal.
with substantial financial resources, desire
to acquiro an interest in (or would
purchaso outright) an Established Concern
with good profit-earning record. Con- OCKER Type No. 3 a.c. Electric
tinuity of management and personnel Vibrating Feeder. Brand new.—
essential. A sum involving £50/200,000 Apply WniTLEY Partners, Ltd., Hunslet
is envisaged.—Address Box 924, Foundry Road, Leeds, 10.
Trade Journal.
BUSINESS FOR SALE OR SALE.—Battery of 5-Core Drying
Cabinets, by Modern Furnaces &
OUTH WALES.—Foundry Business 9toves, Ltd. Complete with firebox, electric
for tho Manufacture of Aluminium motor, fan, etc. Would *sell cabinets

Rain W ater Goods for disposal as a Going
Concern. Turnover nearly £100,000 p.a.—
Full particulars of Messrs. Fuller, Horsey,
Sons & Cassell, 10, Billiter Square, London,
E.C.3.

AGENCY
ALES AGENCY, established over
20 years, with Manchester office, at
present marketing Springs and Pross

Work, can accept further Agency for other
typo of work, Brass or lron Castings, etc.
—Box 964, Foundry Trade Journal.

MACHINERY WANTED

ANTED, wurgently, Hematite Iron

Ingot Mould Scrap—Full details to

Buyer, David Brown-Jackson, Ltd.,
Hampson Street, Salford, 5.

ANTED.—500-ib. capacity Aluminium

or Brass Oil-fired Semi-rotary

Melting Furnace.—Box 896, Foundry Trade
Journal.

ANTED—TWO 15- or 20-ton per hr.
Cupolas, with or without charging

gear, and with or without blowing
machinery.—Box 914, Foundry Trade
Journal.
FFER YOUR SURPLUS PLANT
TO

FRANK SALT it CO., LTD.,
Station Road, Blackheath, Birmingham,
B 1635.

ANTED.—Secondhand Hand-Swing

Head Press Moulding Machine, _in
excellent condition. One capable of taking
boxes up to approximately 30 in. by 20 in.
A Jackman C.2 or similar type preferred.—
Box 982, Foundry Trade Journal.

separately.—Offers for
Brockmoor Foundry Co., Ltd., Brockmoor,
Brierloy Hill, Staffs.

American
Capacity 1,800

Moulding Machine
stripping,
Ibs.,
table 50 in.

Receivers.
oil burners for preheating,

quick

FOR SALE.

sale to Tiib

NE HERMAN Rollover Jolt Moulding

Machine, pneumatic
manufacture,
Ibs., dimensions

delivered

in. by 29 in.

stripping.
1948.
of table

One BONVILLAIN & RONCERAY Jolt

(typo S.D.1000),
delivered 1948.
maximum draw 12 in.,
by 37 in.
KETIK & THIRIART
Complete with

Two

never usud.

LES FONDERIES BRUXELLOISES,
Ste. Ame., Haren-lez-Bruxelles.
Belgium.

DELIVERY EX STOCK

New shot blast cabinets
complete with Dust
Extractors, etc., size 5ft. x 3ft.
Also new 8ft. cube room Plants
Low prices.

Please send for our NEW
Illustrated catalogue on request

ELECTROGENERATORS

LTD.
14 AUSTRALIA RD.. SLOUGH

Telephonet SLOUGH 22877
BUYFROM USAND SAFE MONEY

direct
Capacity 2,200
dimensions of

2J-tmi
refractories and

27

MACHINERY FOR SALE—Contd.

6 0 O
FANS AND BLOWERS.
MCX. AAA-C-F.M. eitaied typo Fan,
10 »UUVu by BRITISH AIR CON-
DITIONERS. 2iin. w.g., 320 r.p.m., inlet

66 in. diam., horiz. bottom dischargo 43 in.
by 47 in., shrouded multi-vane impeller.
18.000-c.fan. sheet metal encased Fan, by
STANDARD & POCHIN. 4 in. w.g., 1,310
r.p.m., 29 in. diam. inlet, vert, upwards
dischargo 28 in. by 20 in., shrouded multi-

vane impeller. Suitable for other duties
varying down to 5,000-c.fan., 1 in. w.g.,
556 r.pan.

15.000-c.f.m. sheet metal encased Fan, by
CHAPMAN ENGINEERING CO. H in.
w.g., 585 r.p.m., 30 in. diam. inlet, vert,
upwards discharge 22 in. by 28 in., multi-
vane impeller, arranged to drive from
5-h.p. T.E. motor 400/3/50.

Seven 13,900-c.fan. sheot metal encased
Fans, by K. WEBSTER. 3 in. w.g.,
802 r.pan., 27 in. diam. inlet, top horiz. dis-
charge 27 in. by 18 in, multi-vane impeller,
arranged belt drive. Will also give 6,000-

cfm. 1 in. w.g., r.p.m.

Thirteen 10.000-c.fm. sheet metal oncased
type Fans, by MATTHEWS & YATES.
3 in. w.g., 980 r.p.m., inlet 22 ill. diam.,
horiz. bottom discharge- 23 in. by 161 in.,
paddle blade impeller, arranged for belt
drive. Will also give 5,000-c.f.m., 1 in.
w.g., 500 r.pan.

Seven 10,000-c.f.m. casing type Fans, by
KEITH BLACKMAN. 1jj m. w.g., two

bottom inlets 15 in. by 295 in., bottom dis-
charge 24 in. by 261 in. 4-h.p. at 645 r.p.m.
required.

GEORGE COHEN

SONS & CO., LTD.
WOOD LANE, LONDON: W.I2
Tel : Shepherds Bush 2070
and STANNINGLEY nr. LEEDS
Tel: Pudsey 2241

IN STOCK AT SLOUGH
IMMEDIATE DELIVERY.

SIX only brand new 10-cwt.
FOHNDRY LADLES. £26
each to clear.

SAND THROWER,

FOR

a.c., 3-phase,

similar to Royer, new, £65.
Alfred Herbert SAND DIS-
INTEGRATOR, £48.

Spermolin CORE SAND MIXER,
£18.

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

25 practically new BALE-OUT

FURNACES, cheap.

31 in. CTJPOLA complete, by
“ Constructional,” with spark
arrester, Keith Blackman Blower
and new lining—all at £250.

36 in. ditto complete, for £396.

ADAPTABLE MOULDING MA-

CHINES. £45 each.

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

WEIGHING MACHINES, by
Avery. Type 282, as new, 3-cwt.
size.

Large stock new Broomwade
Compressors, new. A.C. Motors

and Keith Blackman Fans.
ELECTROGENERATORS LTD.
Australia Road, Slough
Telephone: Slough 22877.
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AND MIXERS and DISINTEG-
RATORS for Foundry and Quarry;
capacities from 10 cwts. to 10 tons per hr.—
. E. Brealev (.Machinery), Lid.,
Station Works, Ecclesfield, Sheffield.

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 Herbert,
for which we have available about 6 tons

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

SAVILLE-CALVERT éMACH INERY),
LIMITED
BIRMINGHAM ROAD,

STRATFORD-ON-AVON.
T«L: Stratford-on-Avon 3681.

CRANES FOR SALE."

5-TON Electric Overhead Travelling
Crane. 30 ft. Spam Electric Hoist and
Cross Traverse, and Hand Long Travol.
Floor control, 400/3/50.
1 3-Ton Hand Overhead Travelling
Crane. 32 ft-. Span.
The spans of the above Cranes can be
adjusted if required.

1 New 2-Ton Electric Overhead Travel-
ling Crane. 30 ft. Span, Electric Hoist
and Cross Traverse and Hand Long
Travel. £525, ex-works.

1 New 6-ton Electric
ling Crane. 30 ft. Span,
and Hand Long Travel
Traverse. £700, ex-works.

The above Cranes are
Blackheath.

MOULDING MACHINE FOR SALE.
1 B.M. Pneumatic Jolt Squeeze, Type
ATO. Max. box, 48 in. by 18 in.

CORE BLOWER.
1 300-lb. Titan Core Blowing Machine.

Table 28 in. by 28 in., to take boxes 28 in.
by 48 in. by 8in. to 30 in. deep. Motorised.,

Overhead Travel-
Electric Hoist
and Cross

in stock at

400/3/50. Date made 1943. Very little used.
SAND MILL.

1 BM2 Sand Mill, by Foundry Equip-
ment, Ltd. 4 tons per hour. Pan 6 ft.
10 in. dia. Completely reconditioned.
Absolutely as new.

SHOT BLAST PLANT.

| Tilghman, Type T.B., Tumbling Barrel
Type. Complete with Shot Blast
Apparatus, Separator, Dust Arrester, and
Exhaust Fan. Barrel 3 ft. dia. by
3 ft. 6 in. long. First-class condition.
The above Cra n serao shrdlu cmfwy shrd

FRANK SALT & CO., LTD.,
Station Road, Blackheath, Birmingham,
BLA. 1635.32 .

D | E

sure Diecasters whic

« Does not carbon up on moving parts.

« Does not stain the casting.
« Prevents sticking and scoring,

e Gives avelvet smooth surface finish.
Standard Gradefor Aluminium,Magnesium,

p Drssing for PreS'

FOUNDRY TRADE JOURNAL
MACHINERY FOR SALE—Contd.

OR SALE.—One Coleman No. 24A

Davenport Type Machine Jarr,
Roll-over. Pattern draw 12 in.; 1,100 Ibs.
working capacity. Suitable for boxes up
to 40 in. by 24'in. Price £350.—Box 288,
Foundry Trade Journal.

OR SALE.—40-cwt. Avery Weighing

Machine. 44) in. by 40 in. platform.
In good condition.—Apply R. W. Collin,
Ltd., Pallion Foundry, Sunderland. Tele-
phone 4987

n

ALBION W ORKS

1)

T. GEORGE'S SHOT BLAST PLANTO.
Combined Dust Extraction Cabinet,

4 ft. square blast chamber by 4 ft. high.

Integral Dust Extraction Cabinet.

TILGHMAN DUST EXTRACTION
CABINET. 44 in. by 34 in. by 68 in.
deep. Motor Driven Dust Extraction
Fan, 400-440/3/50.

NEW MOTOR DRIVEN HEXAGONAL
RUMBLING BARRELS. 36 in. long by
18 in. across flats, 5 in. plate; driven

3 h.p. Motor, and complete with

NEW BELT DRIVEN DITTO. Size 36 in.
long by 30 in. across flats; driven
through fast and loose pulleys, with belt
striking gear.

BELT DRIVEN GEARED HEXAGONAL

RUMBLING BARREL. 18 in. long by
16 in. across flats. Fast and loose
pulleys.

FOUNDRY SAND RIDDLE “FOR-
WARD." 5 tons per hour cap. Com-
plete with Tripod and 22 in. dia. Sieve.
Motorised.

GEARED FOUNDRY CRANE LADLES-
NEW. 3-toil; 50-cwt.; 2-ton; 30-cwt,;
1-ton; 10-civt.

THOS W. WARD LTD.

ALBION WORKS SHEFFIELD
Phone 26311 *GramsForward.**

Remember Wards might have h |

CAPACITY AVAILABLE

ATTERN MAKING. — Accurate first-

class Patterns for machine or hand
moulding. Keen prices, quick delivery.—
D. C. Poole, 27, Priory Avenue, Taunton,
Somerset. Tel, 5046.

S L

r

Brass, etc., Grade No. 11for Zincand Lead.
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CAPACITY AVAILABLE—Contd.

ATTERNMAKING Capacity availablo

immediately. —W rite or telephone
F.H. (Newcastle), Ltd., Pottery Lane,
Newcastle-on-Tyne, 1. - Tel. No. 28291/2.

HE Pattern Equipment Co. (Leicester),

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

APACITY available

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

for castings

APACITY available for Light Castings
weighing from 1 Ib. to 5 cwts., in-
cluding Castings for Vitreous Enamelling.
—W estern Lioiit Castings Foundries,
Ltd., Fairwood Foundry, Gowcrton, near
Swansea, manufacturers of malleable iron
castings.

on-ferrous foundry, capacity
available. First-class quality cast-
ings, in Aluminium-Bronze, Gunmectals,
etc.. at competitive prices, including
terns if required.—Bebston Lee & Co.,
D, 33, Swindon Road, Stratton St.
M argaret, Wilts.

APACITY, substantial, available im-

mediately, Inlly mechanised Foundry;

high quality Grey Iron and Malleablo

Castings; boxes up to 28 in. by 16 in. by

5in.; Patternmaking facilities if required.

—E. J. Wallace, 50, Wellington Street,
Glasgow, C.2.

H.C. HOPPER (Kingston) Ltd.
HAMPDEN ROAD, KINGSTON
KIN 0177/8/9

PATTERNS (Wood & Metal)
CASTINGS (Iron & Non-Ferrous)
GEAR CUTTING

GENERAL MACHINING

All at our

KINGSTON WORKS

Good Deliveries

| C K

gengdne bie Sk BRBMMadE by GunlseSodfa

distributors in Gt. Britain are :(—

w.J.HOOKER LTD.
4 MIDLAND CRESCENT, LONDON, N:W.3

Phone : HAMpstead 2495



Castings and all varieties of Gutters, ~Plumbago Crucibles.—Please state
Rain Water and Soil Connections.— duantity available and price to buyer,
Robert R. Shaw, Patternmaker, Falkirk David — Brown-Jackson, Ltd., Salford
Road, Larbcrt, Scotland. 'Phone 300. Works, Hampson Street, Manchester, 6.

OULDING BOXES fabricated from

EFRACTORY MATERIALS.—Mould- Aluminium Alloy or Steel; for all
R- ing Sand, Ganister, Limestone, Core types of weldod fabrication we can give a
Gum; competitive prices quoted.—Mknsall first-class job and good delivery.—The
Sand Co., Ltd., Silver Street, Halifax. Glenmoor Eno. Co., Ltd., Eyre’s Avenue,

Stanningley Road, Leeds, 12.

OR SALE.—Quantity oi Cast Iron ANURE, especially suitable for

Moulding Flasks. 25-cwt. capacit Foundry work and as supplied to the
Cupola, with fan and motor.—Romsby trado for over 25 years. Quotations on
Sons, Bungay, Suffolk. request.—Frank Ginster, Moxley, Wednes-

bury. ’'Phone : 0688 Wednesbury.

ATTERNS for all branches of Engin- AST IRON chaired sleepers available

eering, for Hand or Machine Mould- North Midlands 3,000. Midlands
ing.—Ecrmston and Lawdor, Ltd., Letch- 6,000, South-West 5,000—Offers to Box
worth. 412, Foundry Trade Joornal.

MAY 24, 1951
MISCELLANEOUS

ATTERNS for Builders” Merchants :

PATTERNMAKERS

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

HIGH-CLASS PATTERNS
NON-FERROUS
CASTINGS

Photu : BLGAR 8031/2

THE CORE INT IS A

IN THE IN OF PR
CUM

and Tun n&tidkof

f smNerH&pemefiBiiiry \

+ REAL ECONOMY }

e EASY TO MIX. e NO DIMENSIONAL

DISTORTION. e JOINTS CAN BE AIR-
DRIED. e LONG STORAGE LIFE, e CAN
BE APPLIED BY BRUSHING ON OR DIPPING
THE CORE. e NO REACTION IN CON-
TACT WITH MOLTEN METALS.

Samples and full details gladly sent on request

F.&M. SUPPLIES LTD.

A, BROAD ST. PLACE,
LONDON, E.C.2

Tel.: London Wall 7222

FOUNDRY TRADE

MISCELLANEOUS—Contd.

ANTED, urgently, broken or crashed

SU RREY PATTERNS

9a FRITH ROAD, CROYDON
ENGINEERS PATTERNMAKERS
Pine, Mahogany or Metal Patterns
for Plate or Hand Moulding
Non-Ferrous Castings
Telephone : CRO. 0994

TAL LINK

UCTIOND

/

JOURNAL
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MISCELLANEOU S—Confd.

P ATTERNS in Wood or Metal; high

finish and accuracy maintained;
plate and multi-cored work a speciality.—
Haywood Bros., Littleborough, Lance
1543.

EFRACTORY Repairs and Renewals

to Annealing Refinery and Rever-
beratory Furnaces, and Furnaces of all
types.—B. Richardson, 49, Milton Avenue,
East Ham, E.6. Tel. No.: GRAngewood
4976.

oisture testing. - Famous

Engineers write about " SPEEDY ”
MOISTURE TESTER: " Not only
‘speedy ’ but cam be uSEd satisfactorily by
unskilled labour daring tests.” Accurate;
portable; non-electric. Over 6500 in use,
for foundry sands, refractories, many other

materials. Complete, £21 10s.—Write for
Illustrated Brochure to Tnos. Ashworth
& Co., Ltd. (Dept. F.T.J.), Burnley, Lancs.

LAWS & SON,
(New Address)

31 Hanbury Road, Acton, W.3

(ACOrn 1883)
All  types of patterns, Wood or
Metal.  SPECIAL LARGE-TURN-
ING FACILITIES. Sub-contracts.

Non-ferrous castings.

METAL SPRAYING

with Zinc,
Tin,
Brass,
Stainless Steel, etc.

SHOTBLASTING

24 Hour Service.

The Walsall Sandblasting Co., Ltd.

Blue Lane West, Walsall

CAST

'Phone: Walsall 5708

IN GS

& “STAR FOUNDRY”
FOR ENGINEERS Birmingham Street,
MOTOR TRADES WILLENH ALL, STAFFS.

Telephone:
&c. 251/2 WILLENHALL
Telegrams:
Castings Sand-Blasted "STAR FOUNDRY
WILLENHALL."
WILLIAM HARPER,
SON & Co. (wiennay Ltd,
Malleable and Soft Grey Ironfounders
LBS
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oA **n 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.

b 1EVY & CO. (PATTERNS) LTD., OSBERT STREET,
LONDON, S.W.I.

T$ltpkon$t: Victoria 1073 & Victoria 7486

. F. Passe & Co.

(Sole Partner : JAS. F. PASSE)

PATTERN MAKERS

PATTERNS FOR SHIPBUILDERS AND MARINE ENGINEERS, ENGINEERS AND MACHINE
TOOL i 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 - PAIl. 2553

PATTERN S

WOOD AND METAL

Over 100 Skilled Craftsmen at your

service

GPERRY&S0HS

HALL LANE
AYLESTONE
LEICESTER

TELEPHONE
LEICESTER 31161



MAY 24, 1951 FOUNDRY TRADE JOURNAL 31

Another

5M ALI FOUNDRY \

gets its sancf mulled and conditioned
cjuickly and cheaply

nly two machincs"are used for sand

preparation in the foundry shown

here. Both machines are portable
and designed specially to"provide small
foundries with up-to-date, versatile sand
plant for a moderate outlay.

The first machine—the Mulbaro—pro-
duces batches of properly'jmulled facing
or coring sand; the second machine—the
Screenarator—blends, aerates and rapidly
reconditions knocked-out sand. Together,
they comprise a complete, practical,
dependable sand plant which more and
more small foundries are finding most

advantageous.
STheMU'baro and We can give early delivery. Ask us to
creenarator are .
made under licence send you full particulars.

from the Beardsley &
Piper Co. Chicago by

HERBERT MORRIS LTD. ™ 'TH
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FOUMEC ......

SUPER BAILLOT SAND MILLS

Prov. Patent 9525148 & 9526/48

(USED BY LEADING FOUNDRIES
IN ALL COUNTRIES)

| SB7 BAIGH CARATED

Suitable for small foundries or
facing sand preparation.

| SBr BATCH&GONITINLOLG
CFRATED

Suitableforsmallinstalla-
tions, requiring facing
and backing sands.

| SBs &SBo
GONTNINLOLB

For larger installations
dealing with onetype of

sand. S87 Sand. Mill
(Batch and
Continuous
I % & Operatcd)
GONITINUOUS WTH
PREEMXERS We make— Continuous Casting Plants < Sand
For large installations Handling Plants e« Sand Preparation Plants
dealing with synthetic . .
sands. Automatic Hopper Control Installations
Also— Disintegrators, Rotary Screens, Mould
(In addition the SB8 and Conveyors, Elevators, Conveyors, Knockouts,
SB9 can be supplied as Pushers, etc., etc.
batch operated if
required.)

FOUNDRY MECHANISATIONS (RAILLOT) LTD.

Specialists in Sand Preparing and Handling and Continuous Casting Plants

19 VICTORIA STREET, LONDON, S.W.I

Telephone : ABBey 66-44 Telegram* : FOUMEC, PHONE, LONDON
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THE HEATON FOUNDRY CO., LTD.

Manufacturers of

FOUNDRY PLANT AND EQUIPMENT

In The

Core Shop

HEATON JUNCTION, NEWCASTLE-ON-TYNE, 6

Telephone:— 59011/2/3
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e A e it v e

for every foundry

Whiting mechanisation schemes offer tremendous

opportunities for savings in foundry operation.

Output is increased, operating costs reduced and

working conditions are improved. Layouts-

“Tailor Made” in the well known Whiting

SERVICE manner—are available for foundries of every size.

PLATEORM For the smaller foundry, a small Cupola with
vertical skip hoist of the type shown is recom-
CUPOLA mended. For large foundries there are multiple
Cupola installations served by swivel chargers or
cranes, fully equipped for the mechanised handling
of all materials.

TAP Whiting equipment is designed by men with
SPOUT practical knowledge—
There is no Substitute for experience
U-LADLE

SKIP HOIST CHARGING
BUCKET CAR

PLATFORM
SCALE

The Foundry Engineering Division of

THE INCANDESCENT HEAT COMPANY 11D

HMBIItjiH A:TO ;.-P -
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Multivane
Grinder

G R3

Pneumatit
Rammer /

SR5 IS

AIR COMPRESSORS AND PNEUMATIC TOOLS

pr<idi«
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/ -blJalicvtrik dice to Joiuicfru/jH eto

PARTING FLUID

CUT

MOULDING (
COSTS... / wesoveo rmien

* HARMLESS NON-TOXIC

ig « PERFECT PATTERN STRIP

« PATTERN HEATING UNNECESSARY

GIVE YOUR PATTERNS AND CORE BOXES THE WONSOVER NOW

STOVEAWMILWOKK

LIM ITED . I5Z VICTORIA STREET.LONDON, 5\

(Incorporating The Coleman Foundry Equipment Co., Ltd.)
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HO -
PREP

Id W esh
Core end M->u
* The CASTINGS
for (RON

IRON CASTINGS
STEEL end SPECIAL

-~ for
steeliaol blum bso

aRBON ~ ,n°0st B« W n » AND

A SOUS LTD
ft\MFS 0 U R R AlSias.®PSMISTOa; ;o JNSHP;:S‘?E)RH

JAMES plUMPIOM Mil Te'efr

pH® «* ~ * oBt Il »1 s7
Te\ep”one ’
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the
DUPLEX
high speed
grinder

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

i} increased production over normal speed grinding
d on grey iron, non-ferrous and steel castings, etc.,
I n C re ase plus wheel economy.

- A Independent 3-speed control to each wheel.
prOdUCtlon -X Compulsory speeding up of each wheel at

correct diameter.

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

Write for full specification.

Luke &
Spencer Ltd.

the Borolite Wheel Viaduct Works5
is a resinoid bonded high speed abrasive Broadheath,

ivheel designed to increase your output and

reduce icheel costs. We have a large range M an CheSte r
of abrasive wheels for all purposes from ‘jin.
to SOI'n. diam. Tel.: Altrincham 3281

Grams: Emery, Altrincham.
Write for our catalogues.

bayard L.S..115
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/1] & /* S J> £ £ T >
V n i'tiib lc
(ii‘in t

TWO SIZES:
16in., and 20in. wheels

Here Is a machine to show big savings on snagging large castings and
forgings, and for cleaning billets. Eliminates handling and transport
problems. A powerful, heavy duty machine, yet light and easy to operate,

with all controls conveniently placed.
Two sizes are available, each wheel 16in. or20in. dla., to run at speeds up to

9,500 f inute.
5 eet per minute Please write us. I:-EmD (O']D

We will gladly send you full details.
REDDISH <+« NEAR STOCKPORT
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AN ECONOMICAL BONDING

CLAY FOR FERROUS AND
NON-FERROUS FOUNDING

Rcgd. Trade Mark

HELPS FOUNDRYMEN IN 3 WAYS:—

os»*
ANC S cen r.en
nwvo?>v e<
SH ~» ay- . \A*X Ve;"et
0 A \* 0©
v>? * 3\ A
NI\ IS CA
O 0 - AtVV V»S V/\e
A K\ —T K N
St T o V t
R ¢
o”eT “ ACY*N
*'e© Yy~ && _dIA JULE
0°A ° sn @ an
e -e*'
cle™e Y e\

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

wW$

Sou
N eats
.
«>* Ov.."."»“ TwP““ I” rree
iat'ce-

t casio®? " dha osioti R
t. *»*»V ‘“n
vjeat.

Send for our booklet

No. Wl:ﬂch tells I\/I I\/I §m® I\/I ®

you how lo select
WMmwMBW

your particular job

SIR W. G. ARMSTRONG WHITWORTH & CO. uronfoundesi LTD
CLOSE WORKS, CATESHEAD-ON-TYNE.
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10 good reasons
why
TALBARD

Moulding Boxes

are universally popular
at home and overseas

Standard 3-part Set.
Type “ 0” Top and Bottom

Type “ M " Middle Part.
TYPE “M" LU

[EnN

Cast malleable lugs and fittings These Sections are intended for use with Type
2 Accurately ground box faces

“ O " Boxes to form 3-part Sets, or may be used
3 Precision ground pins adjustable for

length in multiples for stacking. Type “ M” Lugs are
4 Full range of loose pin and multi-part fitted and the Top Section carries a turned and
boxes

ground pin held in place by a set screw. The

5 Accurate pin centres and guaranteed . . .
Lug Bottom Section is drilled and bushed.

Interchangeabllity
6 Renewable steel bushes, round or One Type “ M” Box can be placed between the
elongated Drag and Cope halves of a pair of Type “ O ”

7 Straight lifting handles optional B S T “ M" B be buil
8 Special brassfounders boxes OXes. everal Type oxes can be bullt up

9 Range of bars, clamps, etc., as required to form multi-part sets.
10 Specially finished 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.I Phone: WHITEHALL 7740
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LABORATORY CONTROLLED

|NGOTS and SHOT

ALUMINIUM BRONZE LIGHT ALLOYS “VALYE BRONZE "’
in STANDARD _
Balfour House, and Head Office & Works s
Finsbury Pavement, Tyseley
CUSTOMERS’ OWN ’
LONDON, E.C.2 BIRMINGHAM I
Monarch 7941/2 SPECIFICATIONS W ctorli 0584/5/6

TYSELEY METAL WORKS LTD.

50@ Less Fuel Costs & 100°/, More Output
for any large CORE AND MOULD DRYING STOVE
fired by Hand or Mechanical Stoker, Gas or Oil.

N.R.S.
Heating Units

Hundreds of Plants have been installed and are
doing great work.
Sole Suppliers :

MODERN FURNACES & STOVES LTD.

Booth Street Handsworth Birmingham,21
Telephone: SMEthwick 1591 & 1592 Telegrams : MOFUSTOLIM, B’ham 21
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for all foundry
handling
problems

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

and humpers,

Sand preparation plant.

w * Do you, who are daily engaged in foundry
O 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 Quch 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 VOKES 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.
DRY FABWCMAIRMFIITERS Netan8 gla(Uy be given of the VOKES filters most suited to your own application.
OILBATH FILTERS, mkm A ffl 0B ppB
LIQUID FILTERS, I f M E ,
L— oL y n E ) ichum 4 iM ifrc

VOKES LTD. ¢ Head Office : GUILDFORD « SURREY <« London Office : 40 Broadway, W estminster, S.W.I
Yokes (Canada) Ltd., Toronto * Represented throughout the World : Yokes Australia Pty, Ltd., Sydney
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NITSHILL, GLASGOW

“COMPRESSOR™”
RING PACINGS
BLAckfriars EQUIPMENT
9510 REQUISITES
FOUNDRY SUPPLIES DEPOT
Quay Street, Manchester, 3
PEBBLE MILLS m™m 3
oueven o iy S PaRGELw Fot Mo pores poum Lo mat wesng |
‘:U\,I:thu?‘.ﬁ:d loott pulkyi. Mvd«in a / uniu conttlninj fton> or« to rune pot«. 1

JOURNAL MAY 24, 1951

CORE TURNOVER
AND DRAW
MACHINE
(Core Hand Rammed)

This machine, the first of its kind to
be installed is illustrated by kind
permission of the Argus Foundry,

Thornliebank, Glasgow.
Points to note!

1 Turn over and core drawn—
Draw 14 in.

2. Maximum box 6ft. long for
turning over. Power turn over
—oil pattern draw.

3. Self aligning clamping head
which swings clear allowing core
to be removed by two men.

Write for fuller particulars to

BARhead 1675

STEELE & COWLIBHAW LTD, ENGINEERS. (D.pt. 18) Hm<J offict & Work».- COOPER STREET, HANLEY, 8TOKE-ON-TRENT

London Office | 329 High Hofborn, W.C./.

Telephone : Hofborn 6023
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THE BRITISH SHOTBLAST
& ENGINEERING CO. LTD.

STRETFORD, LANCS. ENG.

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

GUARANTEED RECONDITIONED PLANTS OF
ALL TYPES IN STOCK

THOS. GADD. FROS§,29hnonK nd

ROWLEY REQISc naar BIRMINGHAM

mIVETS of .11 kindi In Iron .no St..I

Telefremii "Thoi. Gedd, Rowley Regli."”
Telephone: Bleckheeth 1020. Eltabllihed 1830

ABLE/

LIST N?42

INDUSTRIAL FIRST
AID REQUIREMENTS

Please mention thisjournal when applying foracopyof List N?42

A PRODUCT OF
ChxSOHt

OLDBURY BIRMINGHAM

FOUNDRY TRADE

VACUUM

JOURNAL 45

AIR COMPRESSORS

SINGLE AND TWO STAGE

PUMPS

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

llustration 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.
ASHGROYE ROAD ENGINEERING WORKS, ABERDEEN
Telegrams: “ Compressor Aberdeen” Telephone: 43353 & 4

for the
foundryman

Foseco Preparations are a
specially prepared range of
con pounds for the refining,
purifying, degassing, deoxidis-
ing etc of ferrous, Non-
Ferrous, and light Metals and
Alloys. The Foseco range in-
cludes core and mould dress-
ings, diecoatings and refractory
washes, which accomplish the
desired results without fuss or
bother ; no injurious fumes or
health hazards.

To assist foundrymen with
their problems we have a spe-
cially trained staff of technical
representatives and metallur-
gists available without charge
or obligation.

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

FOUNDRY SERVICES LTD.
10HG ACRE NECHELLS * BISMINGHAM «7
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HILLMAN works cLoves

ealso APRONS, HAND LEATHERS
AND PROTECTIVE COVERINGS

J. & A. HILLMAN LTD., DUDLEY, WORCS

OILSEALS: BELTINGS AND ALL CLASS.ES OF LEATHER:
LEATHER WORK AND FABRIC FOR INDUSTRIAL USE

A ROPER INSTALLATION CUPOLAS — CUPOLETTES

HOT METAL RECEIVERS
CHARGING MACHINES
STEEL CONVFRTERS
GEARED LADLE HOISTS
LADLES—ALLOTYPES
CORE SANDeMIXERS
CORE MAKIN.G> MACHINES
TUMBLING BARRELS

PIG IRON BREAKING
MACHINES

ETC., ETC.

E. A ROPER & CO.

FOUNDRY PLANT ENGINEERS

Photographed by kind permission of Messrs. Prince-Smlth and Stella, Ltd., Keighley. KElGHLEY, YORKS
NOTE FEATURES OF RECEIVER ILLUSTRATED- FILLS AND POURS SIMUL-
TANEOUSLY-ENSURES CONTINUOUS FLOW OF METAL TO LADLES- Phone: 4215-6
RETAINS SLAG-FACILITATES MIXING. Grams: CLIMAX

Published by the Proprietors Industrial Newspapers. Limited, 49, Wellington Street, Strand, London. W.C.z, and Print®
ill Great Britain by Hirrisos & Sons, Ltd., Printers to His Majesty The King, London, Hayes (Middx) and High Wycombe.



MAY 24, 1951 FOUNDRY TRADE JOURNAL 47

FOUNDRY FACINGS FOUNDRY FURNISHINGS

SHALAGO
BONDED

BLACKING

MIX ONLY WITH CLEAR WATER
FOR
DRY SAND MOULDS
AND COREWASH

GUMMING stC9 I"

GLASGOW FALKIRK CHESTERFIELD

DEEPFIELDS near BILSTON

& MIDDLESBROUGH
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F. W. BERK & CO., LTD.

COMMONWEALTH HOUSE ml-IS NEW OXFORD STREET' LONDON'W .C.I

Telegrams: “ BERK, WESTCENT, LONDONTelephone: CHANCERY 6041

Technical service and supplies available in U.K. and all principal consumer countries

7
SMELTING COMPANY LTD. PRICE S FIREBRICKS
As used by all the leading Iron and Steelworks

Esco Gun Metal, Phosphor Bronze, Eyre
Aluminium Ingots, Tandem Pattern Metals, and Foundries at Home and Abroad

Tandem Bearing Metals, Chill Cast Phosphor
Bronze Rods Manufactured by

J. T. PRICE & CO. LTD., STOURBRIDGE

TANDEM WORKS, MERTON ABBEY LONDON, SW.19 (MITcham 2031)



