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This special corrugated concave
section of the“Talbard”Moulding Box
affords strength, lightness and
rigidity with maximum sand retention

TALBARD 7~ Moulding

Talbard Moulding Boxes are precision manufactured from
rolled steel of special analysis and are available in a full
range of sizes from 8in. by 6in. to 48 in. by 30 in. These
boxes are standardised for interchangeability of moulding-

box equipment but special boxes can be made for individual
requirements.

Cost malleable lugs and fittings
Accurately ground box faces V
Precision ground pins adjustable for length
Full range of loose pin and multi-part boxes
Accurate pin centres and guaranteed interchangeability
Renewable steel bushes; round or elongated
Straight lifting handles optional
Special brassfounders boxes
Range of bors, clamps-, etc., os required
Boxes Specially finished and packed for export

E. TALLIS & SONS LTD

TALBARD'" WORKS, CHARLES HENRY

LONDON OFFICE : 47, WHITEHALL, S.\W.1.

BY FAR THE MOST POPULAR IN THE TRADE

eritti

PHONE: WHITEHALL 7740.

STREET, BIRMINGHAM 12

PHONE : MIDLAND 4387 AND VICTORIA 2072.

BENTLEY-LAYFIELD LTD.

21, Skinnergate, Darlington
'Phone: 2441

BOXES

FOUNDRY SUPPLIERS £ CONSULTANTS



BRITISH MOULDING MACHINE CO. LTD

FAVERS HAM KENT
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Unsure
sound

consistent
J CASTINGS

WRITE FOR FULL INFORMATION OF

Photograph by courtesy of
Messrs. John Srirk & Sons Ltd.,

tKe fipciTiioliiil rcutqge Halitax
OF FOUNDRY SPECIALITIES

CORE OILS & BINDERS FOR EVERY TYPE OF CASTING

The cores shown above are used in the casting of

12 ton planing machine beds. A good green bond

and dry strength are required for this type of core and

it is essential that no distortion takes place. This
modern foundry employs similar cores for all types

of castings, from 5 to 20 tons and these are made entirely
with SPERMOLIN Core Oils and Binders. The cores
break down easily when castings reach the fettling

shop, thereby saving time and labour costs.

SAND MIXING MACHINES

The SPERMOLIN Major thoroughly mixes batches of
sand and oil in 4 minutes. Supplied with direct drive by
5 H.P. motor or belt drive and provides automatic
discharge. Machine stops when safety grid

is open.

ROTARY CORE MACHINES

This SPERMOLIN Rotary Core Maker is
simple, efficient and economical in operation
and offers a wider scope than any similar
machine.

WRITE TO SPERMOLIN LIMITED, HALIFAX, ENGLAND

Teleohone: Halifax 4197 Telegrams: Spermolin, Halifax

A
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Designed to meet the demands of high-
quality castings, which are : strength, machine-
ability, and resistance to wear.

All these can be secured by using Stanton-
Dale Refined Pig Iron in your cupolas.

The above illustration shows a group of
castings made from this iron by a well-known
economiser maker.

THE' STANTON IRONWORKS COMPANY LIMITED NEAR NOTTINGHAM
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Mr. FETTLEWELDS'ALBUM

working
at

astounding speeds

mr. fettiewet1 surprised some of his friends joined the field ofbonding agentsin 1948.

when he told them that as a result of Fordath’s In big foundries, where the outlay for radio-

pioneeringin theirown laboratory, Glyso-Resyn frequency equipment is warranted, dielectric
heating will bake small section Glyso-Resyn
bonded cores in two minutes. Thisisan impres-
sive overall economy where cores of regular
section have to be dried in large numbers. With
normal equipment, the use of Glyso-Resyn
enables cores to be baked in half the time of
cores baked with an oil binder.
Glyso-Resyns are clean powders, simple to
measure and foolproofin mixing.

GLYSO-RESYN

BONDING POWDERS

SOLE MAKERS

FORDMTSi WORKING FOR AND WITH THE FOUNDRIES

Detailed information andpricesfrom:

THE FOR OATH ENGINEERING CO. LTD., HAMBLET WORKS, WEST BROMWICH, STAFFS.

Telephone: West Bromwich 0549, 0540, 1693. Telegrams: Metallical, West Drown, jch.
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IT GOES.. .where no other
power barrow will go!

The beauty of the BENFORD Power Barrow is its
compactness.  You use it just like you would an
ordinary hand pushed barrow. Normally it will go
where a hand barrow will go and it will certainly go
and work where no other Power Barrow or truck
could get. That's why the BENFORD has become
so popular in the Foundry. It is only 3LJin. wide;
is powerful enough to climb really steep ramps; and

is suitable for use indoors or out—over rough
ground as well as smooth.
And, of course, its a great manpower saver. One

man and one BENFORD will carry as much as three

THFBFMFORV

men pushing three ordinary single wheel barrows.
The BENFORD barrow man just walks behind and
steers—it’s all very simple and easy to understand, in
fact, anybody can be shown how to use a BENFORD
in two or three minutes.

Hundreds of BENFORD Power Barrows are already
in use in Foundries throughout Great Britain and the
number of repeat orders being received is proof of
their usefulness and popularity.

Write TO-DAY for illustrated Leaflet 190C. It gives
full particulars of this remarkable time and labour
saver.

BARROW

THFHANDIESTPRIME MOVER MADE

BARROW DIVISION

 WARWICK

PIIONE: WARWICK 503
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The new HALF TONNER
Jarr Rollover machine

The Half Tonner was originally developed to meet
steel foundry requirements. It has therefore both
guts and adaptability. It is a true descendant of
famous forbears and capable of standing up to heavy
duty high production work. The cost may be a little
more initially but is far less in the end. Please ask for

illustrated folder.

Built in England by

PNEULEC LIMITED, SMETHWICK, Nr. DIRMLVGIIAM
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W hy are

SANDSLINGERS

used in hundreds of foundries ?
The answer is — flexibility, fast and uniform ramming

Casting shown is Stator End Clamp in Nomag non-magnetic cast iron. Diameter 7ft. 6in.
Weight 3y Tons. Rammed by Motive Type Sandslinger. Photos by Courtesy of
Messrs. Ferranti Ltd.
Drudgery profits neither employer or em-
ployee. Ramming by Sandslinger will release
your Craftsmen for more profitable exercise
of their skill

FOUNDRY PLANT & MACHINERY LTD. S
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FOUNDRY PLANT & EQUIPMENT

Portable Mould Dryer p

Thermos tatically controlled gas j|P

fired with maximum gas consum ption

of approximately 1,000 cubic feet per |p
hour. Hf

ADAPTABLE BEARINGS & ENGINEERS LTD

Telephones TRAFALGAR5960  18ADAM STREET, LONDONWC.2
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RADIANT PANEL HEATING
for INDUSTRIAL BUILDINGS

The BRIGHTRAD

Panel consists ofa sinuous

steam coil, with steel web plates

continuously welded between the

coils, the whole forming a ribbed
panel.

Controlled comfortable conditions are assured in industrial
buildings by BRIGHTRAD Radiant Panels. Designed for
surface temperatures of 200°—250°F these panels give a

pleasant working environment. They make for economy in

Radiant Panels maintenance and running costs.

Write for our booklet: —" Heating and Air Treatment in Industry."

THE BRIGHTSIDE FOUNDRY & ENGINEERING CO. LTD. SHEFFIELD

BELFAST, BIRMINGHAM, BRADFORD, BRISTOL, EDINBURGH, GLASGOW, LIVERPOOL, LONDON,
MANCHESTER, NEWCASTLE, PORTSMOUTH.
BP.34
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SHELL
1*fOULBS
with

BAKELITE RESINS

TRADE MARK

The phenolic resins developed by Bakelite Limited for the
shell mould process are based on 40 years’ leadership in the
production of synthetic resins and arc available in quantity.
This unretouched photograph of typical shell moulds shows
the high surface finish and freedom from blemish that
characterise moulds based on Baketite Resins. For technical
advice on the shell mould process in general, and the use of
Bakelite Resins in particular, please telephone any of our
sales offices or write for illustrated booklet.

Our Development and Research Laboratories at Tyseley will
give full assistance and advice on any aspect of the shell
mould process. Illustrated below are some of the stages in the
production of castings by this process.

BAKELITE?

*»EGD. TRADE MARKS

JOURNAL

1 The powdered Bakelite Resinismixed
with sand.

2 The heated pattern is sprayed with a
suitable parting agent.

3 The partially cured resin/sand mixture
formed on the hot pattern before stoning.

A The heat-hardened half-mould being
strippedfrom the pattern.

5 Molten metal being run into the shell.

RESINS

BAKELITE LIMITED =« 12-18 GROSVENOR GARDENS ¢« LONDON <« SWi « Telephone: SLOane 0898
187 BROAD STREET *BIRMINGHAM 15 «TEL: Midland 5911/4 mROYAL EXCHANGE mMANCHESTER 2 « TEL : Blackfriars 5174/7

B
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It is said that the best Is cheapest in the long run. It's true, goods of quality usually
outlive the cheaper articles and so prove their worth in the end! So It is with
mechanisation. The success of COLEMAN-WALLWORK equipment, the long and
trouble-free service it gives, demonstrates that we understand the problems and needs
of the Foundry Industry, and can design and manufacture machinery and plant of the
highest quality. No matter what the initial cost, it will prove to be the most

economical in the long run, in fact, mechanisation at its best.
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RAPID
MELTING

LOW FUEL
CONSUMPTION

NO
CRUCIBLES

LOW METAL
LOSSES

KEEPS
THE MOULDS
MOVING

SETS THE
PACE FOR
THE
MOULDERS

UNITS

AVAILABLE

50 LBS.— 5 TONS
CAPACITY (BRASS)

TYPICAL

THE

RESULTS

WEIGHT OF CHARGE

MELTING TIME
CASTING TEMPERATURE..

METAL LOSS
OIL CONSUMED

FOUNDRY TRADE

EFFICIENCY

OBTAINED WITH
60/40 BRASS ALUMINIUM ALE Y GREY IRON

13 LBS. (2 6")
3-6 GALLONS

JOURNAL

IN MELTING

TYPE
320/500

THE TYPE

230 LBS.
20 MINS.
730°C.

3 LBS. (13".)
1-2 GALLONS

ALUMINIUM
ALLOYS

BRASS

GUNMETAL

GREY-IRON

MANGANESE
BRONZE

LEAD

PHOSPHOR
BRONZE

NICKEL
BRONZE

ALL FORMS
OF SWARF

OlIL
GAS OR
COKE FIRED

320/500

300 LBS.
50 MINS.
1400CC.

LBS. (1-6%)

6 GALLONS

SKLENAR FURNACES LIMITED

SCOTLAND

ALBERT SMITH & CO.,

GLASGOW, C.l.

COLCHESTER AVENUE

60 ST. ENOCH SQ,
PHONE: CENTRAL 5909

PHONE: 45645/6

IRELAND

R. K. BRADDON, 55 SYDNEY PARADE AVENUE

DUBLIN 64259
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Whatever your grinding
problem might be it will
pay you to use Norton
Wheels and Norton Service*

THE WORLD’S LARGEST MANUFACTURERS OF ABRASIVE PRODUCTS

NORTON PRODUCTS;

ALUNDUM & CRYSTOLON
Grinding W heels

Diamond Wheels and Hones
Cutting off Wheels

Bricks, Sticks, Blocks. Segments
Cylinder Hones

INDIA Oilstones

Sharpening Stones

Mounted W heels and Points

Porous Media:
Plates
Discs

Available from:

NORTON GRINDING WHEEL Co. Ltd.

(associate companies in seven countries)

Welwyn Garden City Hertfordshire

also ALFRED HERBERT Ltd. COVENTRY

NORTON SERVICE & LARGE STOCKS OF GRINDING WHEELS ALSO AT ;
BIRMINGHAM - BRISTOL - GLASGOW - LEEDS - LONDON
MANCHESTER NEWCASTLE - SHEFFIELD
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Ask for the
SCRAP MANAGER
BIRMINGHAM LONDON MANCHESTER
Victoria 2954 Albert Dock 2841. Tilbury 237 Blackfriars 6348
PRESTON INVERKEITHING BRISTOL
Preston 86285 Inverkeithing 460/1 Fishponds 53253
MIDDLESBROUGH WISHAW LIVERPOOL
Middlesbrough 3481 Wishaw 26 Bootle 3885
BRITON FERRY BARROW-IN-FURNESS MILFORD HAVEN
Briton’ Ferry 3166 Barrow 275 Milford Flaven 76

THO? W. WARD 1ITD

W WORKS * SHEFFIELD

TELEPHONE: 26 3U (22 Lines) . TELEGRAMS: "FORWARD, SHEFFIELD'

LONDON OFFICE: BRETTENHAM HOUSE < LANCASTER PLACE «STRAND-W.C.2

NF/2
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How an industrial organisationfound

a clear answer

to theproblem offalling output

When a certain nationally-known industrial organisation found

production falling behind schedule, the responsible executives

soon pin-pointed the cause. Fumes, smoke and excessive heat

in one building were having a detrimental effect on the workers

employed there. Fatigue, absenteeism and loss of production

were resulting from inefficient ventilation. The need was for a

system of ventilation which would ensure the rapid clearance of

fumes, steam, dust and over-heated air.

Hills Patent Roof Ventilating Shutters were installed without

delay. Providing what was virtually a movable roof to the

building, the shutters incorporated steel louvres which in

themselves formed extraction vanes and created an effective

extraction draught. At the touch of a button, they could be

opened up to an angle of 65 degrees in 60 seconds, completely
clearing the air and admitting natural daylight (with a consequent

saving in artificial lighting). The installation of the shutters

was simplicity itself, entailing neither structural alterations nor

any interference with production. The effect on the workers

was immediate. Improved working conditions soon led to

improved output.

Maybe you have a ventilation problem to which Hills Ventilating
Shutters could offer an equally successful solution. For really expert advice
on installing efficient ventilation in a new or existing building, write to our

Technical Advisory Department. Literature gladly sent on request.

HILLS

VENTILATING

Hills (W. Bromwich) Ltd. Albion Rd., W. Bromwich, Staffs. Tel.: W.Bromwich 1025 (7 lines) ¢« London: 125 High Holborn, W.C.1 Tel: HOLborn 8005/6

HILLS VENTILATING SHUTTERS
Designed to provide the simplest, most effective
system of ventilation for foundries, moulding shops,
rolling mills, and in any factory where ventilation
is a problem.

IHILLS WALL-TYPE
AIR INLET VENTILATORS
Scicntifically'designed standard units for easy instal-
lation into "an opening 8ft. wide by 6ft. deep.
Sturdy welded all-steel Ventilators operated fromja
single handle.

HILLS STATIC ROOF VENTILATORS
Easil&/ installed into patent roofglazing bars or corru-
gated root sheets to give positive extraction of fumes.
In two sizes:—3ft. 2in. wide by 6ft. deep and 3ft. 2in.
wide by 8ft. deep overall.

SHUTTERS

Branches at Birmingham, Bristol, Manchester, Newcastlc-on-Tyne» Glasgow and Belfast.
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Beetle
In use
No. 23

Housings lor the smaller Avery machines are produced
-The Avery Foundry,
Sherburn in Elmet blown Beetle cores. The mix has proved entirely

satisfactory for blowing. The strength of the Beetle
cores has enabled core wires to be eliminated and core
— production accordingly increased.

Writefor Technical Leaflet C.B.I.
BEETLE RESIN WIO Core-Binder

BRITISH INDUSTRIAL PLASTICS LIMITED, 1 Argyll Street, London, WA

'BEETLE "’ Is a trade mark registered in Great Britain and in most countries o f the world.
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SEE COLT ABOUT

At the Light Production
Company Ltd............ .

The problem of the foundry building at the Light Production Co.
Ltd., was one of excessive temperatures (often more than 90° F.
at head-height and 1250F. at roof apex), due to the hot air and
fumes of the furnaces and metal and core ovens™J Although the
existing ventilation allowed the equivalent of 20 air changes per
hour, Colt installed an improved system which provided at least
80 more. Type SR/3080 Extractor Ventilators were fitted at the
highest roof point, and these removed the hot vitiated air, which
was then replaced by fresh air entering through windows and doors.
To augment inlet ventilation further and provide extra' light, Colt
C/O Ventilators were installed in the end walls. An extra problem
was the fact that excessive radiant heat was given off by the furnaces
in the actual operation area, and an installation of Colt Inflow Units
was included in the scheme to provide a cool airflow directly to
these points. The greater part of the scheme, interior and exterior
views of which are shown above, was carried out within a fortnight.

A FREE MANUAL
withfull specifications of the
wide range o f Colt Ventilators
is available on request from
Dept. G.306

COLT

Chosen by over 4,000 prominent firms
COLT VENTILATION LTD., SURBITON, SURREY. ELMbridge 6511-5

Also at Birmingham, Bradford, Bristol, Cowbridge (Glam.), Dublin, Edinburgh, Liverpool.
Manchester, Newcastle-on-Tyne, Sheffield and Warwick. «

JANUARY 8, 1953

VENTILATION

r

VENTILATION BY

COLT

Many years' experience of all types of ventilation
problems enables us to bring a supremely practical
approach to the science of air induction and extraction.
Whether your problem is one of improving existing
conditions (with the minimum of interruption to pro-
duction) or of planning new projects, our experts will
be glad to co-operate at the earliest stages.
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ROTARY SAND DRIER t
3 TONS PER HOUR

We manufacture Sand Driers and Sand Coolers in rated

capacities up to 6 tons per hour. The Sand Driers can be
X d*’f supplied with oil or gas firing, according to requirements.
~foundry EfHcioncy

TRADE MARK

FOU NDR.

LEIGHTON BUZZARD BEDFORDSHIRE.

phone: LEIGHTON BUZZARD 2206-7. GRAMS: EQUIPMENT’ LEIGHTON BUZZARD
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Use |.C.lI. Caustic Soda
for de-enamelling

For further information, consult:
IMPERIAL CHEMICAL INDUSTRIES LTD., LONDON, S.W.I
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(Magnified 25 diameters)

A fine-grained sand, particularly suitable

for oil cores where an extra fine finish is essential.
Disintegrates very freely after casting. Specially re-
commended for intricate iron and non-ferrous castings.

Grading is mainly on 100 and 150 mesh B.S.S. Silica Content 96.5%

MOULDING SANDS SILICA SANDS
YORKSHIRE MANSFIELD KINGS LYNN LEIGHTON BUZZARD
LEVENSEAT WARSOP ‘59" & ‘60’ MINIMUM BAWTRY
BRAMCOTE YORK YELLOW LEVENSEAT SOUTHPORT
HENSALL WEATHERHILL CHELFORD  SOMERFORD

TECHNICAL DATA of any of the above G.R. Refractory Sands sent on request.

GENERAL REFRACTORIES LIMITED

GENEFAX HOUSE <« SHEFFIELD 10 « Telephone: Sheffield 31113

248
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MANSFIELD
MOULDING SAND

travels long distances to meet the needs of
the Foundry—to Scotland and South Wales,
to Scandinavia and Singapore, and many

other places overseas.

Because QUALITY makes its
journey worth while

THE MANSFIELD STANDARD SAND CO. LTD.
MANSFIELD = ENGLAND

Telephone: Mansfield 201.

DUST — FUMES — STEAM AND SMOKE
What a frustrating foursome when you want bigger and better
output! But, even so, not the insoluble problem it appeared to be at
the foundry illustrated here

They called in Keith Blackman who not only design, but manufacture
and install fan engineering equipment for foundries ofyour size and
output. And they were well satisfied with the results

In addition to dust extraction plant there's the range of “ Tornado”
blowers, in cast iron or stcelplate, more than capable of meeting
the cupola’s requirements for bringing down up to 30 tons of metal

an hour

FAN ENGINEERING EQUIPMENT
Photographs by courtesy of The
Sinclair Iron Co., Ltd., Ketley,
Shrops.
0 Whatever you do, if it involves fans, contact Keith Blackmon

There's a branch office nearby

507/3
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The WkMm]j Electric Hoist
and the Exo Pulley Block

Two engineering products of outstanding merit specially designed for

Simplicity, Compactness and Lightness

The Whiting Hoist

The streamlined exterior conceals a rugged construc-
tion, and worm gear gives smooth silent power.

Capacity i ton | ton 2 tons
Motor .. 2 h.p. 2 h.p. 2 h.p.
Lift 10ft. 10ft. loft.
Lifting speed .. 24 fp.m. 16 fp.m. 8 f.p.m
Load Chains Roller Roller Roller
Weight wi h

Chains .. 86 Ibs. 92 lbs. 128 lbs
Headroom . 17iin. 19]in. 27'in.
Price ee  £120 £125 £160

Delivery ex stock.

The EXO PUIIey BIOCk (triple geared)

Forged steel gears and a case-hardened mainshaft are
enclosed in a pressed steel casing. Drop stamped, heat-
treated load hook and high tensile steel chain. (BSS 1663).

Capacity i ton i ton i, tons 2 tons
Lift 10ft. 10ft. 10ft. 10ft.
Headroom 12in. 15m. i6fin. 18¢in.
Weight with

Chains 28 Ibs. 46 Ibs. 62 Ibs. 78 Ibs.
Price £15 10s. £17 £23 £26 10s.

Delivery ex stock.
(Models available up to 40 tons)

HAND and GEARED TROLLEYS
for Whiting Hoist and Exo Pulley Block

Hand Trolley Geared Trolley

Weight Price Weight Price

¢-ton .. 20 lbs. £6 10s. 40 Ibs. £12
1-ton .. 31 lbs. £7 55 Ibs. £14
2-ton .. 55 lbs. £11 97 Ibs. £21

Delivery ex stock.
(Other models available—prices quoted on application.)

For the address ofyour local agent apply to the Sole Concessionnaires

BRITISH RONCERAY LTD %

2, Benefit Buildings, Moorhead, Sheffield I. Telephone Sheffield 22015 Telegrams Bronceray Phone Sheffield, I.
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Reproduced by courtesy o fthe Davy & United Roll Foundry Limited, Billlngham, Co. Durham

No. 3-SIZE COMPOSITE
SAND PREPARING PLANT

Comprising: Rotary Screen and
Permeability Controller; Belt
Conveyor, Overband Magnetic
Separator, Elevator, Basis Sand
Storage Hopper; No. 3 size
Bucket Loader, No. 3 size
August-Simpson Intensive Sand
Mixer, and No. 3 size Aerator.

SPECIALISTS IN FOUNDRY MECHANISATION
HALIFAX - ENGLAND

Telephone-- Halifax 61247/8 Telegrams:Augusb,Halifax
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Review of the Foundry Industry—1952

Ironfoimding

The statistics of production for the iron and steel,
and ironfounding industries for 1951 had scarcely
been released, when quite a vicious attack by the
former was made on the latter for acquiring too
much scrap and pig-iron. Whilst steel ingot produc-
tion was reduced in 1951, that of iron castings had
been increased to give a record figure of 3,750,000
tons. Subsequently, the daily Press published much
“tripe 7 as to the replacement of castings by steel
pressings. The controversy ignored the fact that
ironfoundry owners have no prejudice against
alternative materials and, when they have been
found to be economic they have been tried out and
either adopted or discarded. Pressed-steel baths
were made for a time, but the market preferred the
traditional product. The Council of Ironfoundry
Associations organized a very successful Press con-
ference to explain the foundry angle and the con-
troversy then petered out. During the year, lustre
was added to the escutcheon of the foundry indus-
try, by the holding of a Guildhall Banquet.
Organized by the Joint lron Council and graced
by the presence of the Lord Mayor and Ministers
of the Crown, the function was indeed a memor-
able one. The inclusion of the ironfounding and
steel castings industry in the control to be set up
under the clauses of the Bill dealing with the de-
nationalization of iron and steel caused some
consternation. The resulting controversy is still
active, and indeed potentially volcanic. For

the first half of the year, trade in iron castings
was still booming, and production was at the rate
of about 4,000,000 tons a year; in the third
quarter, however, there was a, distinct recession and
this has persisted ever since. We shall be surprised
if the final figures attain last year’s record.

Brass and Bronze Founding

The great event of the year was the holding of
a well-attended Productivity Conference at Harro-
gate during June.  Never in the history of brass
and bronze founding has there been such a repre-
sentative gathering of technicians and executives of
the industry. It was excellently organized, ex-
tremely useful and went far to place this section of
the industry on the industrial map. The getting
together of the Association of Bronze and Brass
Founders and the National Brassfoundry Associa-
tion has undoubtedly strengthened the bonds of
friendship between the two bodies and their indi-
vidual members. The production of copper-base
castings should exceed 53,000 tons and make a
better showing than 1951 despite all the handicaps
which have beset the trade during the year.

Stcelfounding

For this section of the industry, 1952 has been
a year of solid progress; only recently at a Press
conference—commented on editorially— its major
advances were detailed in the field of productivity.
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This has obviously been reflected in total produc-
tion, and from the latest information available the
output should be of the order of 300,000 tons, as
against 250,500 in 1951 and 240,700 in 1950. The
figures show that the industry is well managed and
distinctly progressive.

Light-alloy Foundries

The Aluminium Development Association last
autumn organized parallel conferences in Birming-
ham and London with the object of finding out
what users required from their products; to tell
them something about what has been accomplished,
reinforcing this aspect by a number of well-
chosen exhibits, and to learn something of failures
and so forth. In general, the customers’ designers
and buyers were not too forthcoming, but it was
obvious that it was an effort well worth repeating.
Indeed, another section of the industry is to emulate
their example in the near future, whilst in yet a
further case, there was more criticism than was
really acceptable or perhaps even deserved. In 1951,
the output of aluminium castings was 72,245 tons;
last year, it should have grown to the order of 80,000
tons.

Technical Topics

The annual conference of the Institute of British
Foundrymen was held at Buxton and Sheffield under
the presidency of Dr. C. J. Dadswell. Whilst stress
was laid on the techniques associated with the pro-
duction of steel castings, there was the usual well-
balanced programme of lectures, works visits and
social events. For the third year running, a Fore-
men’s Conference was held. The popularity and
usefulness of this function has probably established
itself as a permanent addition to the Institute’s
many activities. Informative conferences have also
been organized by the British Cast Iron Research
Association and other foundry organizations. Here,
we might interpose a word of warning. The ten-
dency to organize conferences is growing too
rapidly. They are taking too many men, too fre-
quently and for too long a period from their work.
It would appear that a conference on the limitation
of conferences will soon be necessary. Naturally,
there must be the continuation and reinforcement
of the established annual events, such as last year’s
great and highly successful international foundry
congress at Atlantic City. This was attended by a
large party of British who were loud in praise of
the warmth of their reception and the excellence of
the programme arranged for their instruction and
entertainment.

Wherever foundrymen have foregathered during
the year, gossip has invariably turned to shell
moulding. Its great potentialities are now generally
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being appreciated; techniques are being developed
and experience is being gained, whilst new equip-
ment is being designed and shortly will be marketed.
Information is being disseminated by the C-Process
Patent owners, and large firms of resin manufac-
turers. Great progress has also been made with
synthetic-resin-bonded sand for core making, and
the importance of the foundry industry as a cus-
tomer for plastic materials is being widely recog-
nized.

A technical development announced during the
year was a novel method of using up swarf in
cupola practice. Nodular iron is finding its place
as an engineering material, though its growth has
been steady rather than spectacular. During the
period under review, this Journai celebrated its
fiftieth birthday, and marked the occasion with a
Special Issue to put on record the progress
achieved in the industry it serves.

Foundry Plant

After years of activities virtually limited to exhi-
bition matters, the Foundry Equipment & Supplies
Association have launched out into quite a wide field

of activities. Its committee work includes foundry
atmospheres, dust exhausting from grinding
wheels, and representation on standardization
committees. Under the leadership of Mr. Frank

Webster, these new activities are more likely to be
enlarged than contracted.

Conclusions

Because of the newer technical developments and
the reports of the various productivity teams, a
more rational view is being taken by foundry owners
and their executives of their whole business as manu-
facturers of castings. This mental attitude bodes
well for the industry, though there are still a few
owners as well as workpeople devoid of ambition.
On balance most are finding their tasks more in-
teresting than ever before. It will be the editorial
policy of the Journai to foster this interest by
every means at its disposal.

Dinner

MR. G. J. DANIELL

At the “ A la Broche " restaurant last Monday, a com-
plementary dinner was given to Mr. G. J. Daniell,
foundry manager, Hayward-Tyler and Company,
Limited. Luton, by a group of his personal friends to
wish him bon voyage as he is to take charge of a new
works being built by his firm in Canada. Mr.
D. Graham Bisset presided and amongst those present
were Mr. S. R. Birchmore, Mr. Barrington Hooper,
Mr. Giles P. E. Howard, Mr. V. C. Faulkner, Dr. A.
lvanoff, Mr. B. Levy, Mr. A. R. Parkes, Mr. T.
Robertson, Mr. A. Talbot. Mr. E. Thomson, Mr.
F. Arnold Wilson and Mr. W. Wilson.

The function was organized by Mr. W. G. Mochrie.
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Quantity Production of Shell Moulds

Rotary Machine developed by Polygram

Several years ago, the writer on his first visit to the
works of the Polygram Casting Company, Limited,
discussed with the management the need for mecha-
nizing the production of shell moulds. The problem
so far as sand handling is concerned was relatively
simple, but that of actual moulding had still to be
solved. A later visit revealed that a method offering
a partial solution was installed. A series of pattern-
plates were attached to the four faces of a rotatable
oblong block. In the uppermost and “ eastern” posi-
tions, the pattern plates were heated up, but when
reaching the *“ southern,” the plates automatically
descended into a swept-up bed of the sand-plus-
phenol-resin  mixture for a predetermined period.
Then, after a further cycle, the “ biscuits” were re-
moved for assembly and casting.

New Machine

On the occasion of the most recent visit, it was
pleasing to see in operation the machine illustrated
in Fig. L It has been designated Mark IV and two
prototypes have been installed. The dimensions of the
machine are 6 ft. 6 in. overall diameter by 4 ft. 3 in.
to the crown of the oven dome. It carries four
pattemplates spaced equidistantly on a rotary
mechanism, thus creating four stations. At all times,
three plates are within the gas-fired oven, consuming
200 cub. ft. of gas per hour for warming up the
plates initially—in, say, about 20 mins.—and 150 cub.
ft. per hour thereafter. The oven is thermostatically
controlled to take care of the lowering of the tempera-
ture by the entry of
each new mould, and
a governor regulates
the gas supply accord-
ingly. For rotating
the machine, a 1 h.p.
electric motor is in-
stalled. This is pro-
tected from mechan-
ical overload by a
safety clutch on the
main-shaft drive. A
sensible safety device
is incorporated, where-

Fig. 1. — Automatic
Shell - moulding
Machine, Mark 1V,

newly developed by
the Polygram con-
cern. The machine
carries four Pattern-
plates which in
turn are brought to
the operating position
by a rotary indexing
motion. During three-
quarters of each cycle,
the Pattemplates with

the Sand *“ Biscuits”
adhering are con-
tained in the Curing

Oven.

by, unless the pattern-plate is returned to its carrier
before the indexing motion starts, the motor will auto-
matically cut out.

Cycle of Operation

The mould-making process consists of filling the
investment bin with the per cent, resin/sand mix-
ture. (As a temporary measure this is being done by
bringing over the bin a monorail-suspended container
with a flexible delivery hose.) The hot pattern and
carrier is swung over to form the closure of the bin.
Then the bin<is rotated, and its bottom portion lowers
to press the investment tightly against the pattern-
plate, so as to ensure a better and finer impression.
The time being given for the adherence of the invest-
ment at the time of the writer's visit was of the
order of 12 secs. The bin is returned to its original
position and the mould is then passed through its
three oven stages; the baked shell, through the opera-
tion of lifting pins, is taken off and removed to a
table. It is subsequently transferred to neat wire
cages for transport to the foundry. The output of
the Mark 1V machine is of the order of 120 half-
moulds per hour. Providing a plate be properly
warmed before installing, it can be placed into the
sequence virtually without interrupting production.

To demonstrate the extremely high porosity of shell
moulds, a 9 by 4 in. mould cast on the flat was
treated to a cup of cold water a few minutes before
casting up with gun-metal. There was much steam
but no explosion.
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New Year Honours

Many people associated with the foundry, iron
and steel, and allied industries are included in
the New Year Honours List. Notes on some of
the awards are given below.

BARON

Sir Clive Latham Baillieu, chairman of the
Dunlop Rubber Company, Limited, for public ser-
vices. Sir Clive, who became deputy chairman of
the Dunlop Rubber Company in 1945, succeeded Sir
George Beharrell as chairman in 1949. His services
have been utilized freely by the Government over a
period of many years.

Sir Clive’s work on behalf of the Federation of
British Industries is well known. He was elected
deputy president of the F.B.l. in 1944, and for three
years from 1945 he was president. He served for
some time as a member of the council of the
Institute of Metals and is an honorary member of
the Australasian Institute of Mining and Metallurgy.

KNIGHTS BACHELOR

Mr. Alfred George Ernest Briggs, deputy
controller of supplies, Ministry of Supply.

Dr.Harold Roxbee Cox, Chief scientist, Ministry
of Fuel and Power, since 1948. The long-term work
of the Ministry of Fuel and Power in connection with
fuel conservation research and development is car-
ried out by Dr. Cox and his staff, and Dr. Cox out-
lined that work when he gave the Thomas Hawksley
Lecture to members of the Institution of Mechanical
Engineers on November 16, 1951.

Mr. Arthur Croft, for political and public ser-
vices at Bradford. He is chairman and managing
director of Crofts Engineers (Holdings), Limited, and
Crofts (Engineers), Limited, chairman of Carter
Gears, Limited, Crofts Associated Industries,
Limited, and H. Brammer & Company, Limited,
manufacturers of patent V belting, of Leeds.

Mr.Lincoln Evans, general secretary of the Iron
and Steel Trades Confederation since 1946. He was
a member of the Iron and Steel Board from 1946 to
1948, and in the New Year Honours of 1948 he was
awarded the C.B.E. In 1949 Mr. Evans was
appointed to fill a vacancy on the Economic Plan-
ning Board, of which he is still a member. Early
last year, he went to Geneva as workers’ repre-
sentative in the British delegation to the fourth
session of the iron and steel committee of the I.L.O.,
which met to discuss conditions in certain major
industries.

Mr. lan Leslie Orr Ewing, M.P., for political
and public services. He is a director of Hall Tele-
phone Accessories, Limited.

Mr. Charles Kenneth Felix Hague, deputy
chairman and managing , director of Babcock &
Wilcox, Limited, and deputy chairman of the Royal
Ordnance Factories Board. In addition to being
associated with the Babcock & Wilcox group of com-
panies at home and overseas, Mr. Hague is also a
director of Power Securities Corporation, Limited,
and other companies.

He was elected president of the British Engineers’
Association early in 194S, while he has also served as
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a member of the council of the Institution of
Mechanical Engineers and as a member of the
Council of Industrial Design.

Mr.John James Craik Henderson, for pOlitical
and public services in Scotland. He is a director
of a number of companies, among them being Alu-
minium Castings Company, Limited, and James
Howden & Company, Limited, engineers, etc., of
Glasgow.

Mr.Reuben James Hunt, for political and public
services in Essex. He is chairman of Ransomes,
Sims & Jefferies, Limited, manufacturers of agri-
cultural machinery, etc., of Ipswich.

Mr. William Henry Pilkington, chairman of
Pilkington Bros., Limited, glass manufacturers, of
St. Helens (Lancs), and vice-president of the Council
of Building Material Producers.

Alderman Thomas Dalrymple Straker-Smith,
for political and public services in Northumberland.
He is a director of Smith’s Dock Company, Limited.

ORDER OF THE BATH
Civil Division
C.B.

Mr. J. Buckingham, director of research pro-
grammes and planning, R.N. Scientific Service,
Admiralty.

Mr. V. P. Harries, Under-Secretary, Ministry of
Supply.

ORDER OF THE BRITISH EMPIRE
Civil Division
G.B.E.
Lt.-Col. John Theodore Cuthbert, Baron
Brabazon of Tara, fOr services to civil aviation.
He is chairman and managing director of Associated
Commercial Vehicles, Limited, a director of the
David Brown Corporation, Limited, founders,
tractor and farm implement manufacturers, Hud-
dersfield, Kodak, Limited, and many other

companies.

Edmund Colquhoun, Earl of Limerick, chair-
man of the council of the Territorial and Auxiliary
Forces Association. He is chairman of Ascot Gas
Water Heaters, Limited, and a director of the In-
dustrial & Commercial Finance Corporation,
Limited, and other companies.

K.B.E.

Sir Robert Gould, chiefindustrial commissioner,
Ministry of Labour and National Service.

Col. Harold Charles Smith, chairman of the
Gas Council. He was president of the Institution
of Gas Engineers in 1937-38. Other appointments
he has held include the chairmanship of the Gas
Research Board and membership of the Scientific
Advisory Council appointed by the Minister of Fuel
and Power.

CB.E.

capt. K. J. G. Bartlett, deputy chairman of the
European Purchasing Commission, Ministry of Supply,
and a director of the Bristol Aeroplane Company,
Limited; Mr. F. J. Bywater, chairman of the Council
for Codes of Practice for Buildings, Construction and
Engineering Services; Mr. H. F. Carpenter, for ser-
vices as secretary of the British Electricity Authority.
Mr. H. A. Cruse, a director and general works manager

(Continued on page 54)
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a Production Aid

to the Jobbing Founder”

By E. H. Beech and J. lioyes

In presenting this Paper the Authors have attempted to move somewhat from

the general treiid.

Through the last few years, mechanization on repetition production of the smaller type of castings has
made extensive progress; but, generally speaking, the jobbing founder’s problem has remained. With this
in mind, it is felt that any contribution that will assist the jobbing founder to get the maximum output

from his limited supply of skilled labour, will obviously be a welcome feature.

tical one, but as practicability is, and always will

This Paper is a prac-
be, a very important fundamental in the production

of castings, it is hoped it will be of major interest.

It may appear provocative to say that many job-
bing founders making the larger type of intricate
castings successfully are reluctant to change their
methods, being aware of the uncertainty inherent in
such departures. Be that as it may, skilled labour
to-day is in critical supply, and to alleviate this
condition it has become necessary for the jobbing
founder to devise methods which will take some
of the skill element out of the job; only by this
evolution can the constantly increasing demands
for production be met. The success of changed
methods to some degree is dependent on suitable
facilities being available, that is to say, that the
type of work being produced is amenable to the
change and that one is given freedom to develop
new ideas.

' Presented to the Lancashire branch of the Institute of
British Foundrymen.

Foundry Layout

To enable foundrymen to see their problem in
its correct perspective, a survey of the foundry
with which the writers are connected, should pro-
vide an appropriate introduction.

A point of interest is that the foundry is of more
than 50 years’ standing, and that the Company has
extended its manufactures and output far beyond
what was originally intended. Nevertheless, with
improved conditions, installation of mechanized
plant, plus changed moulding techniques, it is
meeting present-day demands without increase in
the size of the building, and despite a reduced
labour force. The foundry is divided into five
bays and both ferrous and non-ferrous castings
are produced. Fig. 1 shows the main bay where
the large castings are made. The section has good
natural light, is airy, and has good permanent

Fig. 1.—Main Bay of Metropolitan-Vickers Foundry, where the Largest Castings are made.
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Fig. 2.— General view of the Main Coreshop, show ing (left) the Building Pits where the Large Cylinder
Cores are prepared.

gangways throughout, the whole of which provides
excellent working conditions. The ventilation is in
the apex and cierestory of the full length of the
building, an even temperature being maintained at
55 deg. by unit-type fan heaters.

There are nine large moulding pits, 27 by 15 by
12 ft. for loam and sand. Some of the jobs carry
a piecework price based on 6,000 hrs., which gives
some idea of the type of work produced. The
drying ovens are gas-fired and of the recirculating
type, which has proved most successful. Three
cupolas with a capacity of 35 tons per hr. serve the
foundry.

A general view of the main core shop (Fig. 2)
shows the building pits where the large cylinder
cores are produced, as well as the storage bins for
natural sands and cinders. A large percentage of
cores are made in oil-sand, the sea sand for this
purpose being dried in a rotary drier outside the
building, lifted through ducting to a storage
hopper and fed through a' measuring unit into the
mill. After mixing, the sand is loaded into trucks
running on wheels, and distributed direct to the
coremakers, thus eliminating time lag and the carry-
ing of sand by skilled men. It is intended to install
in the near future a sandslinging machine for
ramming cores.

Fig. 3 shows a self-contained section of the
foundry for manufacturing the static diaphragms
for the turbo-generators; and owing to the nature
of this product, special techniques are required.
The dry-sand is put through a knock-out grid, re-
conditioned, and fed by means of a supply belt to

a Sandslinger; the patterns being placed on boards
for ramming, then transferred for finishing and
drying, and finally the moulds are cored and cast.
Fig. 4 shows one of the five washing and bathing
rooms available to the foundry force, whilst Fig. 5
illustrates the coremaking section staffed by female
labour engaged on producing detail work. An
operator need never leave the bench, for she con-
trols her own sand supply by bringing into use an
overhead plough from the feed belt. Completed
cores are placed on a travelling belt and conveyed
to the continuous drying stove, being returned via
the blacking bench, radiant heat driers, and then
distributed to the shop.

Typical Castings

Fig. 6 shows the top and bottom halves of a cylin-
der pattern. The castings made from them weigh
40 tons and the time taken to produce them (that is,
for the skilled coremaker and moulder) is of the
order of 3,000 hrs. Fig. 7 illustrates various types
of castings manufactured; Fig. 8 shows the old
method of de-coring; and Fig. 9 the same casting
after treatment by the Hydroblast. This plant
works by high-pressure water jets, at 1,750 Ib. per
sg. in. It eliminates the dust and dirty work usually
associated with dressing shops. The plant usually
operates in two portions, one of which is a turn-
table enabling several castings to be positioned
before washing comrpences, and permitting the
operator to work on the outside of the chamber.
Outstanding points of interest are that the gun
uses 50 galls, of water and 70 Ib. of sand per min.
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Fig. 3.— Separate Section of the Foundry where the Static Diaphragm Castings for Turbo-generators are made.

The speed of the jet is three miles per min. and
water consumption 8,000 galls, per hr. Fig. 10
shows the pouring of a 75,000-kw. exhaust casing
cylinder, weighing 58 tons, and using five ladles
for its casting. The piecework price for this job
is based on 6,500 hrs.

For servicing the foundry, there is a modern
patternshop employing 90 skilled patternmakers,
and 18 apprentices, so with these facilities available
the management has unlimited scope for developing
new ideas.

Fig. 4—One of the Five Washing and Bathing Rooms
available to Foundry Operatives.

Skilled and Unskilled Labour

In pre-war days, there was the tendency to accept
the position that production demands could be more
than met by available labour, and providing that
one was producing a sound economical unit there
was no desire to make drastic changes, the staff
being more or less bound by inherent difficulties in
the processes to adopt a “ safe ” policy. The middle
‘forties, however, saw a slump in foundry recruit-
ment, added to which many old craftsmen reached
retiring age and left the trade. So. to-day, whilst

Fig. 5.— Coremaking Section for Small Detail Work:
it is staffed entirely by Female Labour.
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Fig. 6.— Top and Bottom Halves of a Cylinder Pattern,
the Casting from which weighs 40 tons.

production demands have soared, the skilled labour
figure shows a tendency to sink to a dangerous level.
Fig. 11 is a graph showing the relative movement
of production demands against the skilled labour
available. The gap must obviously be closed.

Only by changed methods or some other means
could the management make the most of skilled
hours. The problem which was already out of pro-
portion became an even greater one, owing to the
fact that with the present acute shortage of steel,
fabricated jobs are daily returning to foundrywork,
a position foundrymen naturally welcome, but one
which can only be perpetuated by the production
of sound economical components. Not from choice
then is the management dealing with one of the
most grievous troubles of the foundry to-day, i.e.
lack of skilled craftsmen, and the need to conserve

Fig. 8.—Casting to be De-cored by Hand—the method
used before installing the Hydroblast Plant.
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Fig. 7.—Several of the Heavier Type of Castings in
the Despatch Section ready for Shipment.

the skill of such available craftsmen to get the
utmost from it.

The Authors do not claim to have solved this
particular problem, but merely wish to offer for
criticism, a means of approach which has been
made to the matter which has, or will in time beset
everybody.  Briefly, then, the Authors are faced
with the following fectors:— (1) Intricate castings
are to be produced; (2) there is a lack of skilled
craftsmen and (3) a continued insistence is made
for greater output. They are unfortunately aware
that all foundry problems cannot be solved by
mechanization, so they adopted another line of
attack and called it (to coin a phrase) “ simplifica-
tion.” This, then, is the keyword to the approach
made. They now follow with a few of the prob-
lems encountered and the methods adopted to over-
come them.

Fig. 9.—Same Type of Casting as shown in Fig, 8 after
Treatment in the Hydroblast Plant.
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Flo. 10.—Pouring of a 75,000 kw. Exhaust Casing

Planning for Core-assembly

No claim is made that core assembly is revolu-
tionary as a means of foundry production. It is a
modern application to present-day needs, and comes
within the sphere of usefulness of that very ver-
satile mechanical aid—the sandslinging machine,
from which the staff are all trying to get the utmost.
The point must also be conceded that core-
assembly is limited in its application, but realizing
the importance of planning, and of studying a job
at its inception, will certainly yield successful results.
Even so, the application of core-assembly methods
has limits. Opinions might be held that, even with
a good coremaker, no two cores would be alike
and that the question of dubious accuracy would
exist. The Authors trust, however, that as they
proceed with the various examples, at least some
of this doubt will be eradicated among readers.

11— Graph showing the Tonnage of Casting
Orders related to Skilled Foundry Labour (since
the pre-war period.)

Fig.
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Cylinder weighing 58 tons; Five Ladles were employed.

Packing Blocks

Fig. 12 shows a simple example of core-assembly,
and one upon which the founder need spend little
time thinking of method. This illustration is used,
however, to show the advantage to be gained. Even
a job of this description can be built up with cores
and thus progress through the shop more speedily.
The dimensions are:—Length 8 ft. 6 in.; depth 19
in. and width 18 in. For casting, 5,480 Ib. of metal
is required. The obvious method of manufacture
would be to use a block pattern suitably printed for
the cores, but urgency demanded that some quicker
and simpler method should be found, and the follow-
ing system was adopted:—The pattern equipment
consisted of one main corebox to make the two
outside cores, with the addition of a frame dowelled
on the corebox to make the centre cores; a corebox
for the T-heads; a set of prints, and a slab corebox.
The cores were made in half-lengths 4 ft. 3 in., and
it can be readily seen that such simple cores lend
themselves to sandslinging practice in oil sand, the
T-heads being hand rammed.

12—Simple Method of Core Assembly for a
Job 8 ft. 9 in. long, 19 in. deep and 18 in. wide,
using over 2{- tons of Metal.

Fig.
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Fig. 13.—Small Gear-case Casting weighing 81 cwt.

—Ordinarily a Three-part Moulding Job.

Method of Moulding.

A level, black-sand bed was made, 20 in. below
floor level; the prints for cores were placed on the
bed and located in their correct position, with gig
strips one at each end. The bottom face of the
mould was then rammed up and finished, and the
prints withdrawn. The T-head cores were placed
and sprigged, then the side and main cores were
set in the prints, together with the slab cores cover-
ing each end. Two 1] in. dia. ingates for each cast-
ing at one end had been arranged for during the
making of the slab cores. The mould was then
rammed up and jointed—a 10 by 7 ft. top part being
used for covering. This had been bricked up as
in loam practice, faced with loam and strickled
level. Gating was arranged and this part dried.
As soon as possible after casting, the top part was
lifted off, and the burnt loam stripped off, after
which the mould part was re-faced and dried. On
the average, six casts were made before re-bricking
the top-parts and one man, working two pits,
arranged for a cast every other day. Two castings
per day were made when using the block-pattern
method, for which a corebox was required. With
the core-assembly system, the corebox was modi-
fied, and patternmaking eliminated, yet it gave
a higher production.

Gear-case Casting

Fig. 13 shows a small gear-case casting, weighing
960 Ib. which forms a good example of how a com-
plicated job, of light construction, can be a work-
able proposition made from a core-assembly. To
produce a serviceable and sound casting, when
making from a block pattern with coreboxes for the
interior, it was essential to mould as for a three-
parted job, because of the surrounding flange and
hubs. These present a hidden surface for the
moulder to finish, and to assemble his cores; and
foundrymen are only too well aware of the work
entailed—.that is, in carrying middle-parts with the
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Fig. 14.—Pattern Equipment for Producing the Casting
shown in Fig. 13 by Core-assembly Methods.

aid of grids, etc.  The whole operation took 30
skilled hours to produce, plus time spent by unskilled
men to strip the casting.

By core-assembly methods, using a pattern such
as is shown in Fig. 14, new equipment was needed.
This consisted of a tapered block on a board with
prints, and also, of course, a top board. The runners
were a permanent fixture. The pattern being
set up (Fig. 15), the bottom was covered with facing
sand and the job then completely rammed by sand-
slinging. The top part was' gaggered, tightened by
hand ramming and completed by sandslinging. Both
parts were stoved in 4 hrs. The whole process was
a semi-skilled operation. Fig. 16 shows the core-
box equipment necessary for making this mould.
They are of simple design and suitable for sand-

Fig. 15.—Pattern shown in Fig. 14 set up for Ramming
by Sandslinging. The Top-part ivos prepared in
similar manner.
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Fig. 16—Corebox Equipment complementary to the Gear-case Block Pattern shown in Fig. 14.

slinging, and take three hours to produce. Fig. 17
shows the mould partly assembled within bearing
cores, the body core, and the two side cores in posi-
tion. The job required 12 hrs. plus three hours for
cores, a total of 15 hrs., as compared with a total
of 30 hrs. for making from block pattern; moreover,
this method eliminated the number of unskilled
hours required previously for releasing the grids,
box-bars, etc. The result was a 100 per cent, in-
crease of tonnage per man/hour, that is, two cast-
ings instead of one, and an operation established
which called for much less skill.

Pattern details.

Owing to the pattern being set on boards and
blocked, the cost of this was increased by 12T per
cent., but it was quickly offset by the number of
castings required—20 on first order—and by the
higher rate and reduced cost of production.

(To be continued)

Fig. 17.—Gear-case Mould partly assembled with Bear-
ing Cores, Body Core and' Two Side Cores in
Position.

“Vacuum Metalling” and “ Cathode
Sputtering ”

A communication from the National Research Cor-
poration, Massachusetts, U.S.A., states that a wide
variety of metals and plastics can be plated or metal-
lized by high vacuum evaporation. The evaporation
technique differs greatly from *“ sputtering” with which
it is often unwittingly confused. Commercial vacuum
evaporation is comparatively new but is growing rapidly
because of extremely low processing costs, brilliant
finishes, and economical consumption of critical metals.

Articles to be coated arc placed upon suitable jigs
and introduced into the chamber which consists of a
.bell jar, or in large industrial units, a steel tank. A
'small amount of the coating metal is placed on filaments
arranged in the chamber. The chamber is evacuated
to the required degree of vacuum, and low voltage
current is fed to the filaments which become incan-
descent and heat the coating metal to a point where it
boils and vaporizes. The metal vapour thus generated
condenses on the articles in the chamber, producing a
bright coating of microscopic thickness. When the coat-
ing is applied to only one surface of an article, it may
be held stationary in the chamber. When a number
of surfaces must be coated or where irregularly shaped
pieces must be completely covered, rotary jigs are
employed.

The cathode sputtering process, although related to
vacuum evaporation, differs in several aspects. In
sputtering, the metal to be coated is transferred to the
article by high-voltage bombardment rather than by
direct thermal evaporation. Equipment required is
similar to the evaporation unit except that a more
moderate vacuum with provision for adding an inert
atmosphere is required, and a high-voltage rather than
high-amperage power supply is employed. The sputter-
ing process is used mainly in work with precious metals.
It is not used in high production, since the rates of
metal transfer are comparatively low.

M ass production Of the first Hungarian-made cater-
pillar excavator has begun at the transport equipment
factory near Budapest. The machine is based on a
Soviet design and is powered by a Diesel engine.
Another new machine is the S-6 scraper, made by
Dimavag, and is of standard design.
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Notes from the Branches
London—East Anglian Section

The November meeting of the East Anglian section
of the Institute of British JFoundrymen took the form of
a " Brains Trust,” under the chairmanship of Mr. J. W.
Gardom. The other members of the Team were Mr.
J. L. Francis, Mr. B. Levy, Mr. W. L. Hardy, Mr. D.
Garrick and Mr. R. J. Hart, president of the section.
There were approximately 27 written questions sub-
mitted of a wide and varied nature, and an interesting
discussion followed each question. Some of these are
given below:

" Has the Brains Trust any experience of'core-blowing
green-sand cores ? "—The general impression was that
green-sand cores were difficult to blow on conventional
core-blowers, due to the high bond of green sand and
reduced flowability, but a new type of American machine
was capable of blowing green sand having green strength
up to 7 to 8 Ib. per sq. in.

“ The main fault found with resin core mixtures when
used on core-blowing machines is the ‘sagging' condi-
tion encountered with ‘stand up ’ cores. Is the core
binder at fault and can it be remedied ? "—The team
considered that resin-bonded cores did tend to sag more
than oil-bonded cores, and this appeared to be one of
the main difficulties with resins. It was suggested that
if adequate reinforcement of the cores was employed,
this would to some extent obviate the sagging.

" Why do cast-iron mixtures containing steel give of]
sparks at the cupola spout ? Can any use be made of
this ? (e.g. to indicate the change from one mixture to
another)."—Cast-iron mixtures containing steel which
give off sparks at the cupola spout are usually associated
with oxidation or over-blowing of the cupola. It is
difficult to say what use can be made of this condition
to indicate the change from one mixture to another, as
the high-carbon/medium-silicon iron very rarely exhibits
sparks at the spout; however, when the silicon approaches
a basic minimum of 1.75 per cent, or lower, sparks are
usually given oT, and this should be a sign that some
action should be taken.

“ It is an established fact that a casting which has been
allowed to ‘weather *for a period will give much better
service than one being used straight from the foundry.
What information can the Team give as to the relation-
ship between the 4period of weathering * and ‘ mean cast-
ing thickness or weight —It was stated than “ weather-
ing” of castings had been an established practice over
a good many years; however it was slow, and, where
facilities allow, had to a large extent been superseded by
low temperature heat-treatmcnt. The Team did not
agree that a casting which had been weathered gave
better service than one which had come straight from
the foundry. As far as the Team were aware, there was
no relationship between the * period of weathering ”
and “ mean casting thickness or weight.”

“In the selection and lay-out of plant and equipment,
should the foreman’s views be sought before or after
the installation is completed ? "—The general opinion
seemed to be that the foreman or operators should be
consulted before plant is installed, as it was reasonable
to suggest that mechanical engineers see foundry equip-
ment from an engineering viewpoint, and not entirely as
foundrymen. Invariably, there were snaes with the in-
stallation of new equipment which could be modified
if free discussion were allowed before installation.

“ During the first two or three years of a pattern-
maker’s apprenticeship, does the Team consider that he
should he allowed to use hand tools only ? "—The Team
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thought that apprentices should not be entirely confined
to the use of hand tools, but other mechanical tools
should be used to improve their knowledge of pattern-
making, as an additional asset to the use of their hand
tools; thus a planer could be used to emphasize the
accuracy necessary when using this type of tool.

At the close of the meeting, a vote of thanks to the
Brains Trust was proposed by Mr. V. W. Child, who
said that the section were indebted to the outside mem-
bers for the excellent way in which they had handled
the questions put forward. He thought that this type
of meeting was particularly instructive in as much as a
wide range of questions were asked, and the answers were
supplied in non-technical language which could be under-
stood by the more practical type of foundryman. Mr.
Whipp, seconding the vote of thanks, said that he heartily
endorsed Mr. Child’s remarks, and hoped that the Brains
Trust would be a permanent feature of the section’s
activities.

Annual Dinner.—The annual dinner of the East
Anglian section of the London branch of the Institute
of British Foundrymen was held at the Oriental Cafd,
Ipswich. There were approximately 50 members present,
including the president of the London branch, Mr. D.
Graham Bisset, who was welcomed by Mr. R. J. Hart,
president of the section. The entertainment was of an
impromptu nature, several local artists taking part. The
arrangements were in the able hands of Mr. H. S. Ward,
senior vice-president of the section.

Tees-side

The Tees-side branch of the Institute of British
Foundrymen is receiving excellent support from its
members. The first meeting of the season took place
on October 10, when the lecturer was Mr. H. P.
Hughes, of Sheffield. His subject was “ Controlling
the Structure and Composition of Cast Iron by the
Addition of Ferro-alloys.” No doubt many of Mr.
Hughes’ listeners had had considerable experience
with the inclusion of such alloys in cast iron, but the
lecturer seemed to have covered all types. Many of
those present were able, at discussion time, to seek
advice from Mr. Hughes on the problems which arose
from the addition of ferro-alloys.

On October 31, the annual social evening of the
branch was held. The national president, Dr. C. J.
Dadswetl, and Mrs. Dadswell, with Mr. T. Makemson,
were present on this occasion. It was agreed that this
was one of the best social functions ever arranged,
with Mr. Frank Shepherd, the branch secretary,
proving a lively M.C., and Mr. E. W. Dowson, branch
president, with Mrs. Dowson, had a good beginning to
his year of office.

On Friday, November 14, there was again a large
attendance when the paper “ Progress with Synthetic-
resin Sand Binders ” was given by Mr. P. G. Pentz, of
Southampton. Mr. Pentz previously gave this paper
at the Annual Conference of the I.B.F. at Buxton this
year, and also to the French Foundry Congress. On
this occasion, he made additional reference to the “ C "
Process, which aroused a great deal of interest. The
lecture was illustrated with a selection of exceedingly
good slides.

Mr. J. R. Jones, of South Wales, who was to give
a paper entitled “ Production of Large Ingot Moulds
from the Sandslinger in a Mechanized Foundry” at
the branch’s next meeting on December 12, was unfor-
tunately unable to do so because of illness. It was
accordingly agreed that films would be shown instead,
and among those chosen was a coloured sound film
“ A Case for Handling.”
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This brief survey describes a number of grey

indicating the essential characteristics of each type.

irons which sare to-day available to

the designer,
For detailed information, reference should be made

to specific papers, covering one or other of the m aterials and properties discussed.

As a particularly inexpensive material, grey cast
iron still offers the engineering designer the advan-
tage of providing sound castings even of complex
shape, and of good machinability; they are also
superior to steel in wear resistance. For the metal-
lurgist, grey cast iron is characterized by the
presence of graphite and the absence of hard par-
ticles of iron carbide. For the engineer, it is above
all an easily-mouldable material, and one which
machines well and gives good service under fric-
tional stresses, dry or lubricated, much better than
most ferrous alloys. The impression that grey
iron is necessarily brittle and lacks the capacity
for plastic deformation and elongation is wide-
spread. Moreover, for many designers, cast iron
is still a material which can only work under light
loads in service.

Grey iron has developed greatly during the last
thirty years and none of the above characteristics
is now generally valid except mouldability, ease of
machining, and wear-resistance. Some cast irons
can withstand considerable shock loads without
fracture and undergo appreciable plastic deforma-
tion.  Others possess tensile, or static bending
strength allowing them to be used under the same
loading conditions as steel. The heat-treatments
capable of being, applied to certain irons have like-
wise widened the field of their application.

Methods of Recording Values

Some of the properties of grey iron are easily
expressed numerically; others, however, can only
be defined with greater or less accuracy. The
mechanical properties are defined by the numerical
values of the tensile strength, capacity for plastic
deformation, impact and fatigue strength. It is
proposed to give for the various types of iron the

salient characteristics, which are defined and
denoted as follow:—The tensile test gives: (RT),
ultimate tensile strength in kg. per sg. mm.

(x 0.635 = tons per sq. in.); (ET), elastic limit in
tension in kg. per sq. mm.; and (A per cent.), per-
centage elongation before fracture in tension. In
practice, for most of the grey irons known until
four years ago, and not following Hooke’s law,
the elastic limit and elongation values were rarely
stated, since these were not conveniently measur-
able. The advent of spheroidal-graphite grey iron
has radically changed the situation.

It should be pointed out that for the normal

* Paper presented to the Fourth International Mechanical Engi-

neering Congress. The Author is a past-president of the Association
Technique tie Fonderie Franchise.

run of grey cast irons, the tensile test is significant
only if it is made with adequate precautions to
avoid parasitic stresses, which would cause prema-
ture failure. The static transverse test likewise
furnishes a strength characteristic, the ultimate
bending strength, generally expressed in kilograms
(or Ib. for the British counterpart) for a test-piece
of standardized shape and cross-sectional area, and,
additionally, a characteristic of plastic deforma-
tion—which is the ultimate bending deflection. In
this Paper, the results of bending tests on Fremont
samples of 8 by 10 by 35 mm., broken between
30-mm. centres, are given, for which RF signifies
the total breaking load in kg. and fF the deflec-
tion in mm. To-day, in most countries, including
France, a transverse test sample is used of circular
section of great length compared with the diameter,
but such a test-piece is not suitable for all types of
irons, particularly the spheroidal-graphite grey
irons. Thus the Author in this Paper gives prefer-
ably only results obtained on the Fremont sample.

Other Tests

Impact strength can be measured in different
ways. In this Paper, the work of impact is stated
in terms of m.kg. per sg. cm. of useful section
necessary to fracture with one blow a test-piece
of 10- by 10-mm. section set between 40-mm.
centres according to whether the test-piece is or is
not notched. The following indications are
given:—(KNE), impact energy of fracture in m.kg.
per sg. cm. of effective cross-section of the plain
test-piece; (KE2), impact energy of fracture as
above, for Mesnager sample with a 2-mm. notch;
and (KE5), impact energy of fracture as above for
VF sample with a 5-mm. notch.

The fatigue limit, determined in rotary bending
(equality of stress on either side of zero) will be
shown In kg. per sq. mm. by the symbol LF. The

ratio r —J|7"‘-(the fatigue limit/ultimate tensile

strength) will also be used. The hardness, which
is easily measured and often gives valuable infor-
mation, will be stated in the following symbols: —
(HB) for the Brinell test (750 kg. load with a 5-mm.
ball or 3,000 kg. with 10-mm. ball) or (HV) for the
Vickers test, which is particularly suited to heat-
treated irons. Shear strength is stated as the unit
fracture load in shear, (RC) in kg. per sq. mm.
The use of small samples (5.64 mm. (0.22 in.) dia.)
enables this to be measured on samples from the
actual castings or on cast-on coupons.
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Unalloyed Grey Irons

The irons used at the beginning of this century
had tensile strengths (RT) which often did not
exceed 6 tons per sg. in. Many irons even to-day
have strengths of the order of 9 tons per sg. in.
and they are satisfactory in most cases; they are
easy to machine; their abundant graphite gives
them good anti-friction properties, and when the
castings are liberally dimensioned, they satisfac-
torily resist the stresses to which they are sub-
jected. When it is necessary to increase the
working load, i.e.,, to have a lighter structure or
use higher unit stress, the designer requires stronger
irons. To satisfy this requirement, the ironfounder
has means available, increasing in variety with the
increasing demands on strength. He can control
the origin and composition of the original pig-
iron; add steel to the cupola charges; lower the

carbon content; or use special improving pro-
cesses. In France, the current specifications for
the minimum properties of the irons are as
follow: —

RT. Tons per RF. RC.

sq.in.

14 8.89 300 10

18 11.4 480 21

22 13.9 580 25

26 10.5 700 30

30 19.0 820 35

These figures are obtained on separately-cast
samples of diameters corresponding to the average
thickness of the casting. Higher tensile strengths,
exceeding 22 tons per sg. in. (ultimate) can be
obtained with unalloyed irons, but the user should
ask the founder if the castings he requires can be
furnished sound in these high-duty irons in the
thicknesses desired; if they will exhibit no machin-
ing difficulties and what ratio exists between the
strength of the actual castings and of the separ-
ately-cast test-pieces.

Mechanical  Strength—If only mechanical
strength be considered, it is tempting to endeavour
to reduce the graphitic carbon content of the
irons, since graphite is one of the causes of weak-
ness. These low-carbon irons, 2.8 per cent, or less,
give good tensile and transverse values, but the
lowering of the carbon content has two undesirable
results: (a) the fluidity, that is to say, the ability
of the iron to fill the mould, diminishes as the
carbon decreases, and (6) it becomes difficult to
obtain castings free from specific faults. On the
other hand, the frictional resistance, being related
to the quantity of graphite, is reduced. A com-
promise is therefore necessary, between the pro-
perties demanded; *“ castability ” (obviously the
first consideration, since it is useless to have test-
pieces giving high figures if the castings suffer from
blowholes, draws and cracks); good antifrictional
properties (which require for any given purpose a
minimum free-graphite content and suitable struc-
ture); good tensile and bending strengths.

Wear Resistance—For resistance to certain fric-
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tional loadings, it is desirable in addition to free
carbon to have a certain degree of hardness,
whence comes a fresh difficulty, since the more
carbon present, the softer the iron becomes. With
unalloyed irons it is difficult to exceed a Brinell
hardness of 250 because it would be necessary to
modify the-composition and speed of cooling in
such a way that free carbide would appear and
this would cause machining difficulties.  Further
reference to this subject will be made.
Impact—The impact strength of unalloyed grey
iron is low and varies with the depth of the notch.
The following are some figures referring to a good
grade of engineering cast iron in current use

(RT = 25 kg. per sq. mm., RF = 740 kg., HB
= 241):—

KNE 0.28)

KN2 0.17 'mil. kg. persqg. cm.

KN5 0.207

The notch effect is more pronounced in samples
tested under gradually-increasing static load. Notch
effect (defined by the ratio of the breaking loads
of the notched and plain sample respectively) is
usually less in low-tensile than in high-tensile irons.
The following results have been obtained from
transverse test-bars broken between supports
spaced 30 mm. apart, one (Fremont bar) having a
rectangular cross-section of 8 by 10 mm., the other
of square cross-section of 10 mm. side with a
2-mm. notch of 1-mm. bottom radius; both bars
thus having the same useful cross-section of 8 by
10 mm. The values given below are for an un-
alloyed cast iron having a flake-graphite structure
and a breaking strength in tension of RT = 25 kg.
per sq. mm.; and' a cast iron with spheroidal-

graphite having a strength RT = 65 kg. per
sq. mm.
Breakhif load In
transverse (kg.).
Ratio
A B A:B
Test bar Test bar
8 by 10 mm. 10sq. section
plain. 2 mm. notch.
Cast iron_with flake gra-
phite, RT = 25 kg. per
750 to 720 570 to 565 1.29

sg. nun.
Cast iron with spheroidal
graphite, RT = 65 kg.

Persg. MM...oveeveienins 3260 to 2980 1400 to 1320 2.28

Although high-strength cast irons are relatively
more seriously affected by notching, their absolute
strength values are nevertheless higher.

Fatigue—Similar observations can be made on
the fatigue limit, e.g., in the alternating-stress test
on a rotating sample. Although the experimental
results obtained diverge rather widely, it may be
stated that in general:—(a) For a polished, plain
sample, the fatigue limit, LF, varies according to
the type of iron between 0.50 and 0.35 of the
ultimate tensile strength, the ratio, r = LF:RT,
being higher for the grades of lower tensile
strength, although the absolute fatigue limit usually
increases with the tensile breaking load; (b) the
ratio of the fatigue limits for the plain and notched
samples, respectively, also increases with the quality
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of the iron, as represented by the ultimate tensile
strength.  From nearly unity for irons with a
strength of 14 kg. per sq. mm. (9 tons per sqg. in.)
it may rise to above 1.30 for an ultimate tensile
strength of 30 kg. per sg. mm. (20 tons per sqg. in.).
It is obvious, therefore, that to get the best results
from a high-grade cast iron, the design of the
casting should be carefully studied to avoid notch
effect as far as possible.

Vibration.—A further important consideration
is the vibration-damping effect. This increases with
the graphite concentration and particle size, i.e.,
with decreasing static strength: the higher the ulti-
mate tensile strength the nearer the logarithmic
decrement of the damping approaches that of steel.
It is generally considered advantageous to have a
high damping-capacity in castings subjected to
considerable vibration, since this reduces the real
stress values, as in the case of crankshafts. Here
again, the shape of the casting should be adapted
to and suitable for the characteristics of the
material. Generally, the elastic modulus in tension
and the damping-capacity, are inversely related.
It may be recalled that the modulus of elasticity of
steel is in the region of 20,000, while ordinary, un-
alloyed grey cast iron has a modulus between 6,000
and 14,000, at least for low stress values; since, as
already indicated, the stress/strain diagram has no
true straight-line section.

Alloyed Cast Irons

Having exhausted all possibilities for the im-
provement of grey cast iron by proper selection
of the primary materials, melting technique, method
of working, or cooling rate, further progress is
only practicable by recourse to the addition of
alloying constituents. The effect of the various
special additives is complex and the results obtain-
able are widely divergent. Only the latter will
now be briefly summarized as inducing: —

(a) Greater homogeneity (uniformity) of the
castings, by reducing the difference in mechanical
properties of portions of the casting of varying
thickness. This homogeneity may be obtained by
simultaneously increasing the hardness of thick
and thin parts; but by suitable selection of special
additives (chromium, molybdenum, nickel, etc.) in
relation to the percentage of normal constituents
(carbon, manganese, silicon), it is possible to in-
crease the hardness and strength of the thicker
parts while reducing the hardness of the thinner
parts in order to improve machinability.

(b) Increase of hardness to the limit of machin-
ability, by the methods already used for unalloyed
cast iron. This effect of increased hardness is
obtained by controlling the constituent associated
with the graphite, without permitting the forma-
tion of iron carbides. In some cases, remarkably
high wear-resistance can be obtained by this
means. The additives permit the machining of
castings up to 300 Brinell hardness, while with
ordinary cast iron, as has been mentioned pre-
viously, machining becomes difficult at a Brinell
hardness exceeding 260, owing to the presence of
hard carbide areas.
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(c) Increased tensile, shear, transverse and
fatigue strength. Additions of molybdenum,

nickel, chromium, etc., can improve the mechani-
cal properties of a cast iron, by their effect on the
graphite, but particularly on the accompanying
constituent; this is an effect well familiar from the
example of alloy steels. Without giving elaborate
detail, the highest mechanical strength values may
be cited, which have been obtained in castings
without heat-treatmcnt (or, at most, after simple
annealing, having rather the effect of stress-reliev-
ing). The so-called acicular cast irons (2.9 to 3.1
per cent. C, 2 per cent. Si, 1 per cent. Mn, 1 per
cent. Mo, 1.2 to 2.0 per cent. Ni) of the nickel-
molybdenum type, in thicknesses of 1 to 1.6 in.,
show the following values:—RT, 45 to 52 kg. per
sg. mm.; RF, 950 to 1,100 kg; KNE, 0.5 m.kg. per
sg. cm.; and HB, 300 to 340. These cast irons
are machinable up to a hardness of 340 Brinell,
owing to the absence of carbides, the increased
hardness being due to a pearlite/bainite transfor-
mation.

(d) The addition of special alloying constituents
permits, or at least considerably facilitates, the
application of heat-treatment, which will be dealt
with in the next section.

These various results arc obtained to a greater
or lesser extent, by the separate or simultaneous
addition of chromium (0.2 to 1.5 per cent.),
molybdenum (0.1 to 1.25 per cent.), nickel (0.5 to
5 per cent.), sometimes copper (0.2 to 1.0 per cent)
to grey cast iron of carefully-selected composition.
Being expensive, the additions should be used
judiciously and with high-grade cast iron only. If
these requirements be duly observed, there should
be no difficulty in finding an economical solution
for any particular problem.

Methods of Heat-treatment

If it be required to produce machinable castings
which, for reasons of wear or friction in service,
have to have a greater degree of hardness than
that possessed by the untreated irons mentioned
above, recourse must be had to some method of
heat-treatment.  Ordinary cast irons are seldom
heat-treated, and the technique has only been de-
veloped recently with the introduction of alloyed
cast irons. If the hardness is to be increased by
thermal treatment, i.e., heating to 800 to 850 deg.
C. followed by quenching in water or oil, un-
alloyed cast iron will be found to respond very
badly, either developing cracks or failing to attain
the desired degree of hardness. Special alloy con-
stituents improve the thermal behaviour of the
iron, allowing the rate of cooling after heating
to be much reduced, compared with the cooling
speed required for ordinary cast iron; by this
means cracking can be avoided. It is possible
to obtain cast irons which harden sufficiently by
simple air-cooling after heating. This considerably
simplifies the treatment and permits application
to complicated castings of very variable thickness.

Heat-treatment can be applied in different ways,
it being assumed that the ecastings are intended
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to be machined at some stage in their manufacture,

e.g. . —

Cast irons machinable as-cast and heat-treated
subsequently by heating and quenching.

Let the hardness in the as-cast state be, for
instance, less than 260 Brinell, and capable of being
increased by quenching, to above 400 Brinell.
Controlled heat-treatment under selected condi-
tions will relieve the stresses and reduce brittle-
ness. The following is an example of results
obtained from a cast iron containing 2.90 per cent.
C, 10 per cent.. Mn, 155 per cent. Si, 2.23 per

cent. Ni.

11t I RC. RF.
As cast 255 30.7 830
Oil-quenched from 825 deg. C. 450
OH-quenchcd from 825 deg. C.,
Tempered at 425 deg. C. 340 i 55.7 920

Tensile,
Iron. IL1t.

RT. ET. A percent.
A. Pearl jtic 280 58 to 75 42 to 00 1to 2
It. Ferrite and pearlite 200 50 to 58 38 to 44 5to 10
C. Ferrite 175 42 to 48 32to 40 10 to 18

Recourse may also be had to a more-highly-
alloyed cast iron which is harder in the as-cast
state due to the formation of martensite, but free
from carbides. Annealing at about 600-650 will
reduce the hardness to 300 to 340 Brinell, making
the material machinable. The cast irons mentioned
in the last section, which are hard in the as-cast
state, can be softened by heat-treatment for
machining, and then air-hardened to a hardness
exceeding 400 Brinell. These are, in fact, self-
hardening cast irons, resembling the self-harden-
ing nickel steels, and giving a very even hardness.
Quite delicate castings can be tempered in this
manner, e.g., air-cooled cylinders for internal-com-
bustion engines.

Heat-treatment being essentially applicable to
cast iron with a high content of free graphite, it
may be said, in general terms, that the problem of
obtaining a hard and at the same time machinable
cast iron, has been solved by the development of
alloyed irons capable of taking a martensitic
quench. Heat-treatment may be localized and not
extended over the whole casting. The heat may
be applied in different ways—superficially by means
of a blow-pipe, or by high-frequency current, or
locally by immersion in lead or salt baths. By
this means, surface-hardness values up to 450
Brinell, have been obtained. Such treatment is
applied to crankshafts, camshafts, etc. Some
alloyed cast irons containing chromium, molyb-
denum and aluminium, can be hardened by nitrid-
ing, i.e., by heating in a stream of ammonia at
about 525 deg. C. for 50 to 70 hrs. The nitrided
layer is very hard (up to 1,000 Vickers) and wear-
resistant, the thickness being a few tenths of a
millimetre.
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Cast Irons with Spheroidal Graphite

Cast irons with spheroidal graphite, possessing
some remarkable properties, are the subject of a
Paper [to the Stockholm Congress] by Dr. A. B.
Everest, and only their principal characteristics
will be recapitulated here. All the types of cast
iron hitherto discussed contain graphite in a more
or less developed flake form, in particles with more
or less sharp ends, practically excluding any possi-
bility of plastic deformation. The development of
processes enabling the flake-type graphite to be
converted into the spheroidal form, has consider-
ably furthered progress in cast iron technique.
The spheroidal graphite may be accompanied by
pearlite (as-cast), ferrite (irons subjected to a short
annealing at 700 to 740 ¢eg.), or mixed ferrite and
pearlite (irons either as-cast or after controlled
annealing). The following table summarizes the
characteristics being obtained at the present time,
and the minimum corresponding requirements
listed in design specifications: —

Resilience  Static transverse Design
sample, (Fremont Shear. specification.
10 by 10 sample).
by 55 mm.
RF. fF. RC. RT. ET. A percent.
.8tol.2 1900 0.4 08 58 42 1
2to 5 1800 2.2 43 50 38 5
10 1550 4.0 37 42 32 10

These cast irons, in addition to their very favour-
able mechanical characteristics, both in regard to
tensile strength and capacity for deformation
before fracture, are also capable of giving sound
and non-porous castings, frequently better than
those attainable in steel. Their machining qualities
are high; with equal hardness and tensile strength,
the alloyed irons are the more easily machinable,
as has been particularly appreciated in the United
States.

Such new types of cast iron appear suitable in
substitution for:—(a) Cast iron with flake graphite
where the mechanical strength of the latter is
inadequate, but it is desired to retain the charac-
teristics of a cast iron—castability and frictional
resistance—imparted by the graphitic structure;
(b) unalloyed cast steel where very high strength or
resilience are not required, for sound castings of
complicated shape having reasonable frictional
properties; and (c) malleable-iron castings where
a higher limit of elasticity is desirable or the wall
thicknesses are considerable.

Cast iron with spheroidal graphite is similarly
suitable for heat-treatment by hardening and tem-
pering, enabling the highest strength values pos-
sible for grey iron to be obtained. The following
strength values were obtained by the Author* with
nickel/molybdenum cast iron containing spheroidal
graphite, after annealing and tempering: —

Sample I: HB, 375; RT, 112; ET, 100; A per
cent.,, 0.5; RF, 2,320; and KNE, 15. Sample II:
HB. 500: RT. 130; and RF, 2.730.

v Ballay, Chavy and Grilliat: *“ Some Properties of Cast
Irons containing Spheriodal Graphite,” 14th Foundry Congress,
Paris 1951; Fotiderie, 1951, No. 68, pp. 2589-2604, and No. 69,
pp. 2636-2662.
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Corrosion-resisting and Special-duty Cast Iron

The addition of chromium, copper or nickel, in
amounts of the order of 1 per cent., has but little
effect on the corrosion resistance of cast iron. To
obtain any definite improvement, it is necessary to
aim at an austenitic structure, calling for sub-
stantial percentages of chromium, manganese,
nickel and copper. Considering only grey cast
irons, the austenitic Ni/Cu/Cr types called “ Ni-
Resist ” in Great Britain and the United States,
may be cited. The principal types, with flake
graphite, have the percentage compositions listed
below: —

Type L Type I1. Type III. Type IV.
wit%]pzo per wim3 30 per (%/(?/5/5).
cent. Ni. cent. Ni.
C max. 3.00 max. 3.00 max. 2.75 max. 2.00
St 1.00t0 2.50  1.00to 2.5C  1.00 to 2.00  5.00 to G.00
Ain 1.00to 150 0.80 to 1.50  0.40 to 0.80  0.40 to 0.80
ni 1350 to 17.50 18.00 to 22.00 28.00 to 32.00 29.00 to 32.00
Cu 5.50 to 7.50 max. 0.50 max. 0.50 max. 0.50
Cr 175t0250 1.75t0 2.50 2.50 to 3.50  4.50 to 5.50
The ultimate tensile strength and hardness values
are:—Type |: RT, 18 to 30; HB, 130 to 190.

Type Il: RT, 18 to 30; HB, 130 to 190. Type 11l
RT, 17 to 25; HB, 120 to 150. Type IV: RT, 17
to 25; HB, 150 to 180.

These cast irons machine well and their resist-
ance to certain forms of corrosive attack, e.g., by
dilute acids, is 200 to 400 times greater than that
of ordinary cast iron. Cast iron of Type IV is
moderately resistant to tarnishing and scaling. All
these irons, excepting Type IV, are non-magnetic.
A further type of cast iron, called “ Minvar,” may
be cited, of the following percentage composition:
C, max. 2.4 per cent.; Si, 1 to 2; Mn, 04 to 0.8;
Ni, 34 to 36; Cu, max. 0.5; and Cr, 0.10 max. It
has a low coefficient of thermal expansion, viz.,
3.9 x 108 between 10 and 100 deg. C., while
ordinary grey cast iron has a coefficient of about
12 x 10 This type of cast iron is used where
the dimensions of the casting have to be main-
tained within narrow limits, e.g., in precision
machine-tools and measuring instruments or
gauges. It is also possible to produce austenitic
cast irons having a high coefficient of thermal ex-
pansion, of the order of that of light alloys.
Austenitic irons can also be produced with a
spheroidal-graphite structure, having the same
resistance to corrosion, but higher mechanical
strength; e.g., in the as-cast condition:—RT, 43 to
45; ET. 27 to 28: A per cent, 12 to 16; and HB,
155.

Resistance to Wear and Friction

Opinions on the wear-resistance and frictional
properties of cast irons, vary exceedingly, and are
often contradictory; which may be explained by
the variety of conditions of service and the lack
of testing machines for reproducing such condi-
tions. It is recognized that there is no direct rela-
tionship between the hardness of any iron, and
its frictional properties: metals as different as
blister steel or tempered steel, and tin-base anti-
friction metals, have a similarly hitth wear-resist-
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ance, although their Brinell hardness differs in a
ratio of 100:1. However, in the case of grey cast
iron, experience indicates certain characteristics by
which selection may be guided. These may now
be summarily reviewed in an examination of the
possibilities offered by the different types of cast
iron already described; it is assumed that the parts
in question are not required to withstand any
high degree of wear before becoming unfit for
service (parts of crushers are in a different class;

they need to withstand highly-abrasive loading
and impact shocks which set up high unit
pressures):—

(@) The graphite content of grey cast iron aids
its property of self-lubrication and prevents seiz-
ing. A pearlitic cast iron has a better frictional
behaviour than a heat-treated steel of the same
degree of hardness. Austenitic nickel/chrome
steels have a very moderate wear resistance, while
austenitic nickel/chrome cast irons behave like
ordinary, grey cast iron.

(6) The graphite structure plays an important
part. In cast irons with flake graphite, the presence
of long and regular flakes or bands is considered
favourable. The so-called * inter-dendritic” or
eutectic form graphite structure (Type “ D ” of the
A.F.S. and A.S.T.M. classifications in the United
States) should be avoided, since it only allows of
low unit loads before the appearance of grooving
and seizing. Cast irons with a spheroidal-graphite
structure, more particularly with a high content of
graphitic carbon, appear to behave better under
friction than those with a fiake-graphite structure.

(c) It is often said that the soft cast irons of
some forty years ago had a better wear-resistance
than modern types; however, it is the frictional
conditions which have changed. Ferritic grey iron
(HB 170) with a coarse graphitic structure, may
give satisfactory results if well lubricated and work-
ing under low unit loads. For heavier loads, it is
inadequate, and it is agreed that pearlitic irons
(HB 200) are preferable for such purposes. Fer-
rite in particular should be avoided if the graphite
is present in the form of inter-dendritic or eutectic
form varieties. A small percentage of carbide or
phosphide eutectic is not harmful, provided no
machining difficulties are entailed.

(d) With further increasing loading, the hard-
ness must also be increased and, with due regard
to machining stresses, recourse must be had to
alloyed irons or to heat-treatment. The example of
cams, push-rods, bearings, some crankshafts, lathe
beds, etc., will be familiar.

(e) A high degree of hardness is only desirable
if unaccompanied by brittleness, which would lead
to cracking and fretting of the material. Cast iron
with a coarse graphite structure should always be
stress-relieved by annealing. Cast iron with a very
fine flake or spheroidal-graphite structure is less
sensitive to this form of attack, and appears to be
a suitable material for the highest loads hitherto
permitted with grey cast iron generally. Some

useful results have already been obtained with
such material, in gear wheels of a variety of
types.
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News in Brief

A new Diesel erecting shop is nearing completion_at
the Stafford works of W. G. Bagnall, Limited, locomotive
engineers.

An extension estimated at £200,000 is nearing com-
El_etl_ond at the Universal Grinding Wheel Company,
imited.

Eight senior_apprentices from Birmid Industries
Limited are to visit the British Cast Iron Research Asso-
ciation at Alvechurch on January 28.

over 600 guests attended the first of two parties for
children of employees at the works canteen of Ley's
Malleable Castings Company, Limited, Derby.

The Board of Trade announces that the Token Im-
port Scheme will continue in 1953 for imports from
(iggzada and the U.S. virtually on the same basis as in

The W est Riding of Yorkshire branch of the In-
stitute of British Foundrymen announced that the
closing date for the S. W. Wise Memorial Competition,
1952-53, is February 9.

The 10,000-ton Union castle Liner, Llandovery
Castle, which ran between South and East Africa, was
brought into the Inverkeithing yard of Thos. W. Ward,
Limited, last week for breaking up.

The firm of H. w. Hobson Limited, Wolverhampton,
famous for its contributions to early motoring history,
which included Claudel-Hobson carburetters and Pognon
plugs, celebrates its silver jubilee on January 15.

Reduced Buying Price for Tungsten ore.—The
Ministry of Materials announces that from December
30, its buying prices for tungsten ores of standard 65
per cent, grade and ordinary quality will be: Wolfram-
ite 370s. and scheelite 360s., both per long ton unit
c.i.f. UK. port.

Rapid Magnetic Machines, Limited, held their
annual social on December 9, when two further members
were inducted into the “ 25 Club. Admission into the
club is only possible after 25 years’ service, and is open
to all employees. A sum of money for each year of
service is also awarded.

seven bells at st. Werburgh’s Church, Derby, have
been bought by John Taylor & Company, bell founders,
Loughborough, and their removal began last Monday.
The bells have been silent for 50 years, as it was found
unsafe to ring them. One bell was cast in 1605, and the
six others were cast in 1845.

The third Summer School of Welding organized by
the British Welding Research Association will be held
at Ashorne Hill, near Leamington Spa, Warwickshire,
from Monday, April 27 until Saturday, May 22. This
%/_ear, the general theme of the school is welding fabrica-
ion and production.

W est Kesteven (Lincs) Rural District Council
has taken up with the Ministry of Housing and Local
Government an intimation b% Stewarts and Lloyds,
Limited, and the United Steel Companies, Limited, that
about 550 houses will be required for employees in the
Colsterworth area during the next 15 years.

At a ceremony held on January 3, in the canteen
of J. Blakeborough & Sons, Limited, engineers and valve
makers, Woodhouse Works, Brighouse, Mr. Robert A.
Blakeborough, the 71-year-old acting chairman of the
firm, who has himself 56 years’ service with the firm,
presented awards to 37 long-service workpeople.
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In consequence Of a “ very advantageous offer " from
the Iron and Steel Federation to buy tram-track scrap
steel at £12 per ton édouble the current price) if 6,000
tons can be recovered before September this year, the
Birmingham Corﬁoration has decided to accept the con-
tract and to put the work in hand by the end of January.

Exceeding itS previous record by more than
£1,000,000, the Power-Gas Corporation, Limited, of
Stockton-on-Tees, has booked orders during the past
year to the total value of nearly £7,000,000. The com-
pany caters principally for capital equipment for the
iron and steel, chemical, gas, petroleum, and edible oil
industries.

Mr. Vincent Jobson, chairman and managing director
of Qualcast Limited, Derby, presented clocks to four
employees with 20 years’ service, and to four with ten
years’ service. The annual social gathering and dona-
tion of long-service awards took place at the King’s Hall,
Derbe/, on January 2. Among those present were Mr.
H. Clarke, works manager; Mr. E. J. Appleby, secretary;
Mr. J. Higgins, general manager (group finished pro-'
ducts) and Mr. A. C. Malcolm, general manager (finished
products division) Derby.

W ednesbury and D arlaston Section of the National
Trades Technical Society is making an attempt to revive
the local Foundry and Patternmaking Society which has
been dormant for some time. The revived organization
will aim at increasing the industrial knowledge of work-

eople by such means as discussions on factory prob-
ems, lectures, and visits to local firms. The section
already has in operation subsidiary societies of a like
nature, for electricians and engineers, and now wish to
make such facilities available to foundrymen. At the
meeting on January 5 the section showed technical films.

There is some _pessimism ir] the Falkirl_< area about
the future of the ironfounding industry. This is revealed
in_a report ﬁubllshed by the local employment com-
mittee, which states there are now over 1,000 on_the
unemployment register, the highest for some time. This
is principally due to short-time working, which has in-
creased recently among foundry workers. There is a
feeling in the  industry that_ iron founding _may not
always be the main emp_loym% industry. “The “com-
mittee suggest the attraction of light industries would
be to the future advantage of the Falkirk area.
Normally, Falkirk’s foundries employ a total of 8,500
workers.

Rubber bodies for wheelbarrows are announced by
the DunIoB Rubber Company Limited. The thickness
of the rubber varies according to the purpose for which
the barrow is designed and the body is fastened to a
skeleton steel frame mounted on the chassis. Tests
Brove that its flexibility prevents damage where the

arrow is carrying something fragile and that where its
contents tend to stick these can now be readily emPtled.
For all practical purposes the barrow is not affected
by acids or alkalis, and it is both lighter than the or-
dinary barrow and stands up better to tough jobs. Apart
from its usefulness to industry in general, the barrow
can be specially adapted for heavy work:

Synthetic resins are now well known to pattern-
makers as water-resistant wood glues and the foundry
managers as binders for sand-cores. It is not so widely
known that one resin adhesive, marketed under the
name of * Redux,” has superseded riveting on a con-
siderable scale in the aircraft industry. In the
“ Comet” jet airliner, it is employed extensively. The
importance of this development is emphasized by the
visit to the United States of Dr. N. A. de Bruyne,
managlnnglre_ctor of Aero Research, Limited, makers
of the “Resolite ” brand of core-binders.
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Correspondence

[We accept no responsibilitu for the statements made or the
opinions expressed bu our correspondents.]

IRON AND STEEL BILL

To the Editor of the Foundry Trade Journal

sir,—| am surprised to learn (Journal, January 1,
1953) that Mr. Crabtree alleges the industry has been
kept in the dark. | should have thought™ that from
the Press statements as far back as November, 1951,
it was clear that iron foundries were involved. If Mr.
Crabtree and others feel so strongly opposed to the
Bill now, why did they not raise their voices then?
Surely they had their opportunities even in March,
and again 'in July when the White Paper was issued,
to get their Associations to voice strenuously their
opinions at the quarterly meetings of the C.F.A.

For Mr. Crabtree to blame Mr. Newman is to say
the least most unjust. He forgets that Mr. Newman is
acting as chairman and that he, with the members of
the Council, take their instructions from the associa-
tions which go to make up the C.F.A. If local associa-
tions fail to brief their Council members adequately,
then Mr. Crabtree, in blaming the C.F.A., must carry
the matter to its logical conclusion and blame the
local associations and probably even a step further and
blame himself for not taking an active part in the
proceedings of his associations.

The controversy over the lron and Steel Bill brings
out the fact that member firms of the associations
have been far too lax in not showing sufficient interest
in their association and when matters like this arise,
are only too ready to blame others. Regarding “ non-
member firms,” it only goes to show that it does not
pay to “ play the lone wolf.” How can they expect
the C.F.A. to interpret their views if they are not pre-
pared to play their part?

1 sincereIY hope that this will make every foundry,
big or small, tied or otherwise, join its appropriate
association and what is more important, to take an
active part so that their Council can and does speak
with one voice in the best interests of the industry as
a whole.—Yours, etc.,

Malcolm J. Glenny,
Director.

The Dover Engineering Works, Limited,
68, Victoria Street, London, S.W.I.

January 2. 1953.

To the Editor of the Foundry Trade Journal

sir,—I thank Mr. Scopes for his letter in your issue
of December 25, and comment as follows:

1 1 maintain that the Council of
Associations has a heavy responsibility for the
dangerous position which has arisen. The Minister
naturally feels encouraged by the support given him
t()sy the” Council of Ironfoundr¥_ Associations. _The

overnment of course has the ultimate decision in its
hands, and must bear its share of the responsibility.
In any case it cannot be denied that the Bill proposes
to put a permanent statutory supervision on foundries
for all time.

2. Mr. Scopes says: “ It is a complete mis-statement
to say ‘it is now_ admitted that there is no need to
come under the Bill to secure this Drotection’ "—that
is, to ensure adequate raw material supplies. Let us not
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forget that the foundries also require supplies of coke,
coal, electricity and gas. Was it necessary in order to
secure supplies of these materials and services that the
foundries should be supervised under the Coal
Nationalization Act, and so on? Of course it wasn’t
necessar¥, and it wasnt done. It did not inevitably
follow that the Coal Board had no interest in, or
responsibility for the raw material supplies of the iron
foundries.

_As to the suggestion that the best way to get the
iron and steel industry out of politics is to marry two
such incompatible partners as the steel works and iron
foundries, 1 would suggest that as a matter of [good
organization it would be a much sounder and long-
lasting job to deal with the blast-furnaces and steel
works alone. Even in such matters as wage-negotia-
tions the steel plants and iron foundries are not lumped
together. The negotiations are quite separate. On the
other hand, for wage purposes engineering and iron-
founding do go together, and there has been quite a
recent wage award of 7s. 4d. a week to both of them.

~ Be wise! Leave the foundries out of the Bill, just
in the same way as engineering is left out.—Yours, etc.,
T. W hitham,
Managing Director, Blakey’s
Boot = Protectors  Limited.

January 1, 1953.

IRON and STEEL BILL: WHOSE POWERS?
To the Editor of the Foundry Trade Journal

sir,—Referring to recent correspondence published in
our Journal, since when have the Council of Iron-
oundry Associations had power to make far-reachin
decisions and to negotiate about a Bill which coul
virtually take the control of foundries away from the
private owner? In all the correspondence and debate
over the Bill 1 have never yet seen it stated where
in the C.F.A. constitution the power is given, or when
members Igave up their rights as directors of companies
to control their own concerns. ~ Non-members have
certainly never given any authority to the C.F.A. If
such powers are really vested in the C.F.A., it is time
the members thought about who is to be the master
and who the servant.

As a director, | will not, without protest, delegate to
either a statutory board or to an association, however
well-meaning, the right to take decisions which seriously
affect the future of my company. | should expect my
shareholders to take me to task if | let these decisions
pass out of the proper hands.

Can any one be so naive as to believe that the Bill
will take the industry out of politics? Read what the
Opposition said at the “ Second Reading.” There is no
doubt that if they are returned, they will use the exten-
sion of control to extend re-nationalization. In other
words, the Government will be strung up on their own
¥ard-arm—do we want to be strung up with them?

hese manceuvres are surely a warning to other indus-
tries to keep a watchful eye on the officials and execu-
tives of their trade associations, as the Opposition will
use this set-up to put them in a strait jacket.—Yours,

etc.
W. T. Hobkirk,
Managing Director, J. Hobkirk,
Sons & Company, Limited.
Ampthill Road, Bedford.
December 30, 1952.

(Correspondence continued overleaf)
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BASIC- AND ACID-ELECTRIC STEEL

To the Editor of the Foundry Trade Journal

sir,—I read with interest the comments of Mr. Barnes
on my paper published in the Foundry Trade Journal
of November 27, 1952. It is regrettable that persons
holding resi)onsible positions in the British foundry
industry still appear unable to comprehend the purpose
and content of even a purely descriptive and simply-
written article.

The purpose of this article was to describe, with prac-
tical details, a balanced and highly-efficient melting unit,
worked at rated capacity as a planned component in
the production cgcle of a modern steel foundry. It was
never suggested P/ me that acid electric-melting practice
was a recent metallurgical development, but that working
with the practice was new to me, and that difficulties were
alleged to be associated with the practice.

Though it is gratifying to note that, in 1936, Mr.
Barnes produced, with the aid of 5,000 kva, an output
of 3 tons in 50 min., which is equivalent to 1,700 kva
per ton, this is considerably higher power input than the
furnaces described in the article.

Regarding Mr. Barnes’ remarks on the relationship of
charge size with sulphur and phosphorus content of acid
steel, it is obvious that he is quoting completely out
of context, and I can only suggest that he should re-read
the whole paragraph.—Yours, etc.,

L. W. sanders.
Lake & Elliot Limited,

December 31, 1952. Braintree, Essex.

Changes at Appleby-Frodingham

The United Steel Companies, Limited, announce the
following impending changes at the Appleby-Froding-
ham Branch, Scunthorpe. Engineer Rear-Admiral
C. W. Lambert, C.B.,, who is now general works
manager, will retire at his own request on June 30,
1953. " It is intended that he shall be succeeded by
Mr. Albert Jackson, who is at present works manager
(steel) and deputy general works manager.

Mr. T. P. Lloyd, BSc, A.IM. T.D., h ]
appointed assistant works manager (steel), in which
capacity he now assists Mr. Jackson. n July 1, conse-
quent upon the appointment of Mr. Jackson as general
works manager. Mr. T. P. Lloyd will be appointed
works manager (steel).

has been

Compensation to Ex-Serviceman

A moulder who was refused his job back at the Colt-
ness Iron Company’s works at Newmains, Lanarkshire,
after R.A.F. service, was awarded compensation of
£34 10s. (five weeks’ pay) by Motherwell Reinstatement
Committee on November 27. The firm claimed it could
not re-employ him because of the redundancy and pend-
ing closure of the facto&y, but the moulder said he
could have been switched from the steel foundry to
the iron foundry, like others with less service.

Change of address. Since last Monday, all depart-
ments of Monsanto Chemicals Limited, sales division,
have been housed at Victoria Station Flouse, Victoria
Street, London, S.W.I. Telephone: Victoria 2255.
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Ferro-silicon Supplies

The Council of Ironfoundry Associations has re-
cently been investigating the position regarding the sup-

lies of ferro-silicon for use in iron foundries. The

inistry of Supp%y announced that the restriction on
the importing of ferro-silicon would be lifted and that
licences to import would be granted to individual firms
from January 1, 1953. It seems, however, that most of
the available supplies have already been purchased, and
ironfounders have been invited to sign an agreement
to continue to purchase their requirements through the
British lron and Steel Corporation, Limited, which is
the purchasing agency of the British Iron and Steel
Federation. Those ironfounders who have signed the
agreement with B.1.S.C., Limited, will be free to revoke
the agreement on December 31, 1953, provided notice is
given by June 30, 1953. This means that consumers
of ferro-silicon will have a year in which to make
arrangements for privately importing their requirements
in 1954. Licences to impart ferro-silicon will be granted
on the basis “ first come, first served ” but it is under-
stood that provision will be made for a currency quota
sufficient to cover all reasonable demands.

Distribution Plans for Nickel

The manganese/nickel/cobalt committee of the Inter-
national Materials Conference has announced that
its 14 member Governments have accepted a plan for
the distribution ofséjrimary nickel and oxides in the
first quarter of 1953. The recommended plan of dis-
tribution has been forwarded to all interested Govern-
ments for implementation.

As in the distribution plans for the last two quarters
of 1952. provision has been made whereby any nickel
allocated to, but not used by countries participating in
the plan of distribution, will become available for
purchase by consumers in the United States and other
countries. ~ Japanese production has reached a level
which will permit the export in 1953 of a small amount
of refined nickel.

The recommended allocations still fall considerably
short of requirements and as a result, the committee’s
report to all Governments again stresses the need for
strict economy.

I.M.C’s Sulphur Allocations

The sulphur committee of the International Materials
Conference has announced the allocation plan of
crude sulphur for the first quarter of 1953, unanimously
accepted by its member Governments. = A statement
issued by the I.LM.C. in Washington said that a sub-
stantial improvement had taken place in the sulphur
osition over the last six months of 1952. This had
een brought about both by an increase in production,
and by some reduction in demand resulting from the
fact that the level of industrial activity in many
countries was lower than previously anticipated, from
the increased use of other sulphur-bearing materials,
and from various conservation measures.

In the first quarter of the year the United States and
Canada are due to share between them 1,190,800 tons
of sulphur.  The United Kingdom is allowed 83,000
tons. The total to be distributed is 1,675,100 tons.

Gold watches have been presented to 280
employees of the Stanton Ironworks Company,
Limited, Nottingham, for long service.
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BORIC OXIDE

‘Dehybor * is concentrated Borax with all the water of crystallization
removed, so that you only need two sacks where before you needed five—
yet you get the same amount of Boric Oxide (B.Os). That means a cut
of sixty per cent in the cost of transport, handling and storage, as well
as an increase in the size of frit batches and saving in the fuel used.
‘Dehybor " is particularly recommended for industries using Borax in
fusion processes. Our Technical Department are ready to give you
advice on your own special problems, and a descriptive folder with
full technical information is yours for the asking.

A 20 MULE TEAM PRODUCT

BORAX CONSOLIDATED, LIMITED . REGIS HOUSE + KING WILLIAM STREET * LONDON * EC4

Telephone: M INting Lane 7333

HAVE VvOU TRIED 80HAXO'? CLEANS DIRTY HANDS



50

FOUNDRY TRADE

JOURNAL

Pig-iron and Steel Production

of October Returns

Table 11, deliveries of finished steel. ]
the production of pig-iron_and ferro-alloys in October,

Statistical Summary

The following particulars of pig-iron and steel pro-
duced in Great Britain are from statistics issued by the
British Iron and Steel Federation. Table | summarizes
activities during the previous six months; Table II, pro-
duction of steel ingots and castings in October, and

and number of furnaces in blast. (All

JANUARY 8, 1953

average in thousands of tons.)

Table IV gives

igures weekly

Table I.—General Summary of Pig-iron aml Steel Production.
Coke Output of Scrap S*eel (incl. alloy).
) Iron-ore Im%z?gted receipts by pié;—iron used in ( 2
Period. output. consumed blast-fur-  and ferro- steel- Output of Deliveries
" Dacc owners. alloys. making. Imports.“ ingots and  of finished Stocks.*
castings. steel.
1950 249 174 197 185 197 9 313 241 995
1951 284 170 206 186 175 8 301 243 585
1052—May 326 183 231 201 174 45 312 264 580
June 310 186 231 200 170 43 313 258 657
Julyl 306 194 233 202 150 38 274 221 762
August 300 194 232 202 151 31 280 213 816
Septemlier 318 198 234 209 184 30 330 275 783
Octoberl 302 196 227 204 182 31 328 — 725
Table: 11.— Production of Steel Ingots and Castings in October, 1952.
L Open-hearth. Total. Total
District. . . Bessemer.  Electric. ~ All other. ingots and
Acid. Basic. Ingots. Castings.  castings.
Derby, Leics., Notts., Northants and Essex —_ 3.8 11.1 (basic) 1.9 0.2 15.9 1.1 17.0
Lancs, (excl. N.W. Coast), Denbigh, Flints, and
Cheshire. 1.7 20.5 - 2.0 0.6 23.5 1.3 24.8
Yorkshire (ex 1.7 20.5 - 2.0 0.6 23.5 1.3 24.8
Lincolnshire - 35.4 - - 0.1 35.4 0.1 35.5
North-East Coast... 1.9 60.6 - 1.3 0.5 62.3 2.0 64.3
Scotland 4.0 38.0 - 1.6 0.8 42.3 2.1 44 .4
Staffs.. Shrops., Worcs. and Warwick - 17.6 - 1.2 0.8 17.7 1.9 19.6
S. Wales and Monmouthshire 6.4 53.5 5.8 (basic) 1.3 0.1 66.4 0.7 67.1
Sheffield (incl. small quantity in Manchester) 9.9 27.1 - 10.0 0.6 45.3 2.3 47.6
North-West Coast 0.6 1.1 5.3 (acid) 0.4 0.1 7.3 0.2 7.5
Total 24.5 257.6 22.2 19.7 3.8 316.1 11.7 327.81
September, 1952 25.8 259.1 21.8 19.4 3.7 318.3 115 329.8
October, 1951” 24.9 232.8 22.2 17.0 3.7 290.3 10.3 300.6
Table 111.— Deliveries of New Non-alloy and Alloy Finished Steel. Table IV.—Production of Pig-iron and Ferro-alloys in October, 1952.
1951. 1952.
Product. 1950. 1951. Fur-
Sept. Aug. Sept. naces Hema- Foun- erro-
District. in tite. Basic. dry. Forge. alloys. Total.
Non-alloy steel: blast.
Ingots, blooms,
illets and slabs4 3.6 4.0 4.6 4.5 4.9 Derby, Leics.,
Heavy rails, sleep- Notts.,  Nor-
pers, etc. 113 10.1 10.6 8.4 10.9 thants and
Plates i in. thick Essex 16 23.1 41.3
and over 40.0 41.0 42.9 35.1 47.1 Lancs. (excl.
Other heavy prod. 40.2 39.9 41.0 37.6 45.0 N.W. Coast),
Light rolled = sec- Denbigh,Flints,
tions and bars ..  47.6 471 49.1 40.2 54.2 and Cheshire .. 8.4 10 o4
Hot rolled strip 19.4 19.5 21.6 15.0 20.7 Yorkshire (incl.
Wire rods 16.3 16.1 16.0 16.1 18.6 Sheffield, excl.
Cold-rolled strip 5.5 6.0 6.8 5.0 0.4 N.E. Coast)
Bright steel bars .. 6.3 6.6 6.7 5.0 0.8 Lincolnshire 14 27.6 27.6
Sheets, coated and North-East Coast s 415 0.2 50.8
uncoated 30.5 30.4 31.7 25.4 33.4 Scotland 6% 13.1 3.0 16.9
Tin, teroe and Staffs., Shrops.,
blackplate 14.3 13.8 155 12.1 16.4 Worcs., and
Tubes, pipes and Warwick 7.8 1.7 9.5
fittings 20.0 20.8 22.0 15.9 23.1 S.  Wales and
Mild wire 12.5 11.9 12.3 11.8 14.9 Monmouthshire 3.0 27.7 30.7
Hard wire 3.5 3.7 3.5 3.2 4.3 North-West Coast 10.7 0.2 11 1so0
Tyres, wheels and
axles 3.5 3.7 4.5 2.5 4.1 Total 103 28.0 142.8 28.2 1.5 204.21
Steel forgings (excl.
drop forgings) .. 2.2 2.3 2.4 2.9 3.0 September, 1952 26.6 148.2 28.3 -2[?[ 3.4 208.6
Steel castings 3.5 3.8 2.4 3.9 3.9 October, 19511 .. ]lﬁ) 26.0 131.3 28.2 . 3.1 189.7
Tool and magnet .
Total t 7 i 0.4 0.0 )
Alloy steel: 10.6 12.1 12.4 12.4 15.0 1 Five weeks.
R * Weekly average of calendar month.
Total deliveries from
U.K. prod.* 290.8 292.8 306.6 258.0 333.9 3 Stocks at the end ofthe years and months shown.
Add: Imported * ion i ini i
Finished ’s)teel 3.8 4.9 73 129 101 abov(g.ther than for conversion into any form of finished steel listed
294.6 297.7 313.9 270.9 344.0 “Includes finished steel produced in the U.K. from imported ingots
Deduct: Intra-indus- and semi-finished steel.
try conversion* 55.6 56.9 60.8 59.1 70.8 ‘ i.e., Material for conversion into other products also listed in this
Total net deliveries.. 239.0 2408 253.1 2118 2732  ‘@ble

Included with alloy steel.
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Wherever you meet engineers and miners,
they associate Holman compressed-air
plant and tools with large-scale under-
takings— such as big mines, hydro-electric
schemes, first-class engineering projects,

new towns, dams and tunnels. But the

Holman technical service is available to all

u
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Holman users, no matter how “ big” or
“small”, no matter where they are. Whether
it is the largest Holman compressor or the
smallest Holman component, itis backed by
this all-embracing,world-wide service. And
this service is available for every Holman
product its life.

throughout working

ROS .LTD.

I a |
.ENGLAND

TELEGRAMS: AIRDRLLL, CAMBORNE

SUBSIDIARY COMPANIES, BRANCHES AND AGENCIES THROUGHOUT THE WORLD
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Personal

The Institution of M etallurgists have pleasure in
announcing that His Royal Highness the Duke of
Edinburgh has graciously accepted election to honorary
membership.

The United Steel Companies Limited announce that
Mr. C. R Blick, MB.E., T.D., has been appointed
assistant commercial manager of the Workington Iron
and Steel branch.

Mr.David R. buguid, B.Sc., of Bridge of Allan, has
been appointed engineer in charge of the construction
of the new $7,000,000 hydro-electric scheme on the Bow
River, Calgary, Canada.

Mr. Andrew Blyth, general manager of William
Mills, Limited, aluminium-alloy founders, of Wednes-
bury. Stalls, has been appointed a director, and joins
the "board as from January 1

It is announced that mr. T. L. purves has been
appointed Bristol branch manager of British Insulated
Callender’s Cables, Limited; mr. L. R. c reet has been
appointed to a similar post at Cardiff.

Mr. Geoffrey Woods has been appointed hon. sec-
retary/treasurer of the Fan Manufacturers’ Association
as and from Januaq/ 1 All communications should now
be sent to Copthall House. Copthall Avenue, London,
E.C.2

Mr. A Harold Plews, a director of Neepsend
Steel & Tool Corporation, Limited, Sheffield, returned
rec_entl¥] from a round-the-world business trip, during
which he visited all the principal cities of New Zealan
and Australia. .

Lieut.-Colonel H. Riggall, deputy chairman and

managing director of Ruston & Hornsby, Limited,
engineers and ironfounders, etc., of Lincoln, has been
appointed a governor of the Loughborough College of
Technology.
_ Mr. S B. Rippon, general sales manager, heavy cast-
ings division of Newton Chambers and Company,
Limited, Thorncliffc Ironworks, Sheffield, has beén
elected president of the Sheffield and District Iron
Founders’ Association.

The Rover Company, Limited, announce that mr.
H. Howe Graham, Who has been a director for many
vears, has been apgointed deputy chairman of the com-
pany, and mr. L. G. T. Farmer, the secretary, has been
appointed to the Board as commercial director.

Steel Supply Company (Eastern) Limited, 57, High
Street, Bedford, announce that mr. Eric c. Lott has
joined their Board, as from January 1 For the past
17 years Mr. Lott has been chief purchasing officer to
Britannia Iron & Steel Works, Limited, Bedford.

Sir Maurice Denny, Bt, Who is retiring from the
chairmanship of Wm. Denny & Bros., Limited. Dum-
barton, and Mr. John M. Denny and Mr. William
Denny, who are retiring from the board, were presented
with illuminated addresses and gifts by the staff and
workers of the firm.

A pleasant ceremony took place last week at the
Brown Square Iron & Brass Foundry, Limited, Belfast,
the occasion being presentations to Mr. John M oreland
on his retirement after 45 years’ service with the com-
pany, made by Mr. Philip B. Jamison, managing director,
and Mr. James Black.

At a christmas dinner given to long-service em-
ployees by C. & W. Walker. Limited, gasworks engi-
neers and ironfounders, of Donnington (Salop), the
directors presented a tankard to Mr. George ffARRIs,
who is now 93 years of age and who served the company
for 70 years—from 1873 to 1943.
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Mr. W. wilkinson, of Hawick, has been appointed
works manager of a giant new £4,000,000 plant recently
brought into operation in Toronto by Frigidaire Products
of Canada, which employes 1,800 people. Mr. Wilkinson
served his time as an engineer with James Melrose &
Sons, Hawick, and went to Canada as a service engineer.

Mr. E. H. Kingdon, manager of the erection and
services department of Baker Perkins, Limited, manu-
facturing engineers and ironfounders, of Peterborough,
has returned home after a 30,000 - mile business
trip through eight countries, including the United
States and South America, during the past three months.

Mr. Elijah N. shaw, for the past 25 years foreman
of the iron foundry of Timsons, Limited, printers’
machine(rjy manufacturers, Water Street, Kettering, was
presented by his colleagues with a clock on January 1,
to mark his retirement. He went to Kettering from
Sheffield in 1927 and has been a foundry worker for
62 years.

Mr. W. E. S, Toomey has resigned his position as
London manager for the chemical plant division of
Cannon (Holdings) Limited, to join Howard Pneumatic
Engineering Company, Limited, of Eastbourne.  His
address remains unchanged at 57-59, Victoria Street,
London, SW.. mr. B. H. Moore succeeds him as the
London representative for Cannon (Holdings) Limited.

Mr. A. G. E. Briggs, joint assistant managing director
of Tube Investments Limited (Electrical Division), who
was loaned to the Ministry of Supply as Deputy Con-
troller of Supplies (Munitions Production) in March,
1951, relinquished this appointment on December 31,
1952, and has resumed his full-time duties with the com-
pany. It was announced in the Queen’s New Year List
that the honour of Knight Bachelor is to be conferred
on Mr. Briggs.

pr. C. Booth, general manager of Steetley Brick
Works, Worksop, has been appointed assistant manag-
ing director of the Oughtibridge Silica Firebrick Com-
pany. Also appointed to the Board is mr. T. R.
Lynham, general manager of Oughtibridge Brick Works
and vice-chairman of the Sheffield branch of the
Institute of Clay Technology. The company’ sec-
retary, Mr. F. . Ledger, has been appointed a
director of Bwichgwyn Silica Company, Limited, and
Shetland Minerals ~Limited.

Obituary

Mr. Arthur Holman, managing director of Holman
& Company (Engineers), Limited, Glasgow, died recently.

Mr. William Henry Kraut, chief time clerk of the
Staveley lron & Chemical Company, Limited, Chester-
field, has died at the age of 56. He had been associated
with the company for 35 years.

Mr. Ernest George Sherratt, Who for many years
had been chief buyer of Bamfords, Limited, agricultural
engineers, of Uttoxeter (Staffs), has died at the age of
68. He had been with the company for 54 years.

Mr. Arthur Charles Cooper, Who has died at the age
of 70, was until his retirement at the end of 1945, sec-
retary of the Birmingham District Engineering and
Allied Employers’ Association for over 40 years.

Mr. Charles Robert Crompton, Who was chairman
of the Stanton Ironworks Company, Limited, Notting-
ham, from 1915 until his retirement in 1939, died on
December 29 at the age of 83. He had served on the
board of the company for 42 years.
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IRONFOUNDERS

IRON & STEEL

BILL

DO NOT FORGET
YOUR VOTING PAPER

SHOULD BE SENT

IN TO

REACH THE SCRUTINEERS

BY

12th  JANUARY

1953

# Whether you are a small or large firm

0 Whether you support or object to the Bill

# Whether you are a member of a trade association or not

# Even if you have already stated your views elsewhere

DON’T FAIL TO SEND IN YOUR VOTE

Wm. Asquith Ltd., Halifax

Austin Motor Co. Ltd., Birmingham
Bagshawe & Co. Ltd., Dunstable
Blakey's Boot Protectors Ltd., Leeds
R. W . Crabtree & Sons Ltd., Leeds
Crossley Bros. Ltd., Manchester
Dartmouth Auto Castings Ltd., Smethwick
Davey, Paxman & Co. Ltd., Colchester
Davis Gas Stove Co. Ltd., Luton
Gosforth Foundry Co. Ltd., Dronfield
J. Harper & Co. Ltd., Willenhall
Heeley & Peart Ltd., Newport, Mon.
Hepworth & Grandage Ltd., Bradford
Alfred Herbert Ltd., Coventry

Lake & Elliot Ltd., Braintree
Wm. Lee & Sons, Dronfield
Leyland Motors Ltd., Leyland, Lancs.
Morris Motors Ltd., Oxford.

National Gas & Oil Engine Co. Ltd,,
Ashton-under-Lyne

North British Locomotive Co. Ltd., Glasgow
Ransomes, Sims & Jefferies Ltd., Ipswich
Ruston & Hornsby Ltd., Lincoln

Shotton Bros. Ltd., Oldbury

W . Slingsby & Co. Ltd., Keighley

Textile Machinery Makers Ltd., Oldham

E. R. &F. Turner Ltd., Ipswich
Wellworthy”Piston Rings Ltd., Lymington
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New Year Honours

) ﬁgontinqed) o
of the Westinghouse Brake & Signal Company, Limited.
He is also a director of H. Hewvins, Limited, ironfounders
and patternmakers, of Brimscombe (Glos.), and Westing-
house Garrard Ticket Machines, Limited, and president
of the Engineering and Allied Employers’ West of
England Association. mr. W. D*Arcy Madden, chair-
man of the North-Western Regional Board for Industry.
He is chairman and managing director of Hick, Har-
?reaves & Company, Limited, engineers and’ iron-
ounders, etc.,, of Bolton, and a director of the
Manchester Ship Canal Company. Mr. H. J. Poole,
chief superintendent of the Armament Research
Establishment, Ministry of SquIy; Mr. A Read, a
director and secretary of Powell Duffryn, Limited; mr.
F. V. spark, chief accountant, secretary, and, since
January, 1943, a director, of Harland & Wolff, Limited;

Mr. A H. Topham, joint managing director of
Mawdsle?/’s, Limited, dynamo and motor manufacturers,
of Dursley (Glos); mr. L. Tyte, deputy chief

scientific officer, Fort Halstead, Ministry of Supply;

Mr. S. A H. whetmore, Iatelyljoint managing director,

Billingham Division, Imperial Chemical Industries,
Limited.
O.B.E.
Mr. F. G. Burrell, chairman and joint managing

director of Shipham & Company, Limited, brass-
founders and coppersmiths, etc., of Hull; mr. B
curran, a director of the Edward Curran Engi-
neering Company, Limited, Cardiff; mr. J A
cuthbertson, managing director of Jas. A. Cuthbert-
son, Limited, agricultural engineers, etc., of Biggar
(Lanarkshire); mr. J. w. Drinkw ater, assistant director
of engine research. Ministry of Supply; mr. J. 0. M.
Fisher, general manager of the Humber Graving Dock
& Engineering Company, Limited, Immingham; mr. A,
G riffiths, production director and general manager of
F. Perkins, Limited. Diesel-engine manufacturers, of
Peterborough; mr. W. K. Hall, general manager of
the Billingham Division of Imperial Chemical Industries,
Limited; mr. G. L. Hopkin, Senior principal scientific
officer, Ministry of Supply; mr. H. Johnston, chief
engineer of the North-Eastern Gas Board; mr. |
Maddock, principal scientific officer. Ministry of Sup-
ply; Mmr. A. c. Nicholson, chairman and managing
director of W. N. Nicholson & Sons. Limited, agri-
cultural and general engineers, etc.. of Newark (Notts).

M.B.E.

Mr. H. V. Batten, lately senior scientific assistant,
British Museum; mr. A. G. Booth, chief technical
engineer of Humber, Limited, Coventry; mr. J. F.
Booth, managing director of the Hepworth Iron Com-
pany, Limited, Hazichead, Sheffield, mr. T. M.
cameron, a director of Alex. Findlay & Company,
Limited, bridge builders, etc., of Motherwell;, mr.
S. Domville, works manager, Curran Steels, Limited,
Cardiff, mr. A Elson, accident prevention officer,
Samuel. Fox & Company, Limited; mr. 1. F. Fisher,
works manager, British Timken, Limited, Duston.
Northampton; mr. F. Fletcher, manager, special tech-
nical productions. General Electric Company, Limited,
Wembley; mr. T. g uthrie, technical manager of Swan,
Hunter ‘& Wigham Richardson, Limited, Wallsend
(Northumberland); mr. J. L. Hamilton, personnel
manager of the Northern Aluminium Company, Limited,
Rogerstone (Mon.); mr. F. Herdm an. engineer manager,
gun mounting department, Vickers-Armstrongs, Limited,
Barrow-in-Furness; mr. H. S. Jones, chief engineer,
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Round Oak Steel Works, Limited, Bricrley Hill (Staffs);
Mr. L. A Jouning, works manager, Aron Electricit
Meter, Limited, Kilburn, London, N.W.6; ™. .
Moliver, personnel manager, Craven Bros. (Man-
chester), Limited, machine-tool makers, etc.; mr. B. L.
Newbould, manager of the steel melting department,
Thos. Firth & John Brown, Limited; mr. C. Parker,
a director of the Raleigh Cycle Company and Sturmey-
Archer Gears, Limited; mr. C. H. C. payne, construc-
tion designer, Billingham Division of Imperial Chemical
Industries, Limited; mr. 3. H. Plummer, Senior experi-
mental officer, Armament Design Establishment.
Ministry of Supply; mr. J. H. Polson, steclfoundry
moulding shop superintendent, David Brown Foundries
Company, Penistone, Sheffield; mr. E. salthouse, chief
draughtsman, electrical drawing office, Harland & Wolff,
Limited. Belfast; mr. E. saunders, lately works
manager, Silvertown Works, Imperial Chemical
Industries, Limited; mr. R. smith, head foreman
electrician, Cammell Laird & Company, Limited,
Birkehnead; Miss N. sullivan, senior experimental
officer. Department of Scientific and Industrial Research;
Mr. T. S. wood, chief draughtsman, electrical depart-
ment. John Brown & Company, Limited, Clydebank.

(Concluded on (Advt.) page 29)

Ironfounders’ Ballot

The Council of Ironfoundr% Associations, comment-
ing on the ballot which has been organized at the in-
stance of a group of companies which dissent from the
inclusion of iron castings in the Government’s Bill to
denationalize the steel “industry and set up a super-
visory Board for both the iron and steel industries, con-
firm “that ironfounders throughout the country are
being asked to vote *Yes” or “No” on the question:
“ Arc you in favour of the inclusion of your iron-
foundry under the supervision of the Iron and Steel
Board, as proposed in the Bill?” In the opinion of the
Council, this 'is an over simplified way of seeking an
opinion on a most complex subject. The Government
firmly decided, they state, that the casting of iron should
be included in the Bill. From this decision, there is no
appeal nor escape apart from an adverse vote in the

ouse of Commons. Moreover, the inclusion of iron
castings in the Bill has a very important bearing on
ensuring the ironfounders' representation on the Govern-
ment’s proposed Board, and the supply of the iron-
founders’ raw materials. Both would be prejudiced to
the disadvantage of the ironfounding industry were iron
castings excluded from the Bill, it is contended.

Council’s statement continues b?]/ pointing out that
they have sought and obtained the Minister’s agree-
ment to promote amendments removing incidental
features of the Bill that were obnoxious to ironfounders
as a whole, e.g., drastic limitation of the Board’s power
to control prices or development schemes and that it
is unfortunate that the ballot paper put out by this
small minority of companies takes no account of these
facts. They are of the opinion that both the industry
and the Bubl_ic can hard_lfy fail to see in this “ Have-you-
stopped-beating-your-wife—Yes-or-No? ” ballot an en-
tirely unwarranted attempt to disturb the Government’s
aim of removing the iron and steel industry from poli-
tics and securing a workable, lasting and_just solution
of : the vexatious!',-and unsettling .conditions caused
originally by steel nationalization. They conclude by
ad in? that, in any event, a postal ballot on these points
is useless as a means of arriving at the true and respon-
S|bll_e opinion of the industry on the Government’s
policy.
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Hlustrations of

Supjhex "R " in use

by courtesy of

Messrs. S. A. Rhodes, Ltd.,
Hyde, Cheshire

.THE AMAZING/C/~AK"itt® PROPERTIES OF

C O MS JE JS JT UTIE»JE ICL

AN ENTIRELY NEW TYPE OF BINDER, STARTLING IN ITS PERFORMANCE-

@ COLLAPSIBILITY IS AMAZING— 9 GREEN AND DRY STRENGTH PRO-
GIVING “EGG-TIMER ” SHAKE-OUT ! VIDED FOR—NOTHING TO ADD-
ONLY WATER

9 100% SAND RECLAMATION
9 LOW PRICE @ NON-CRI1TICAL

O NO FUMES DURING CASTING

REDUCES YOUR COSTS PER TON OF CORE SAND

Developed and manufactured by :

JIJAm . SUPPLIES LTD

4, BROAD STREET PLACE, LONDON, E.C.2 Telephone: LONdon W all 7222
Free working samples gladly supplied on request.
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Raw Material Markets
Iron and Steel

The year 1952 brought changed conditions to the
foundry industry. At its opening, all foundries had
plenty of business on hand and the volume of orders
which was being placed was sufficient to ensure capacity
production. Both home and export demands for cast-
ings were heavy, and the only drawback in achieving
maximum_outputs was the insufficiency of raw mate-
rials, particularly pig-iron and scrap. "Hand-to-mouth
working was the order of the day, as stocks had been
eliminated. To add to the difficulties of the foundries
in securing adequate tonnages of pig-iron, priority in
the supply of basic pig-iron was essential to enable the
steel industry to maintain J)roduction, owing to the
severe shortage of scrap, and these supplies have been
largely responsible for the gratifying outputs of steel
which” have been obtained.

The blowing-in of several new furnaces during the
year for the production of basic pig-iron relieved con-
siderably the raw material position at the steelworks
and enabled them to restart melting furnaces which
had been out of commission. Additional tonnages of
pig-iron are still needed by the steelmakers before
maximum outputs can be attained, and more new fur-
naces are expected to be brought in during 1953 for
this purpose, as the prospect of obtaining an appreci-
able increase in the quantities of scrap is not very
promising.

Until the latter half of the year all foundries were
inundated with work, but restrictions in export markets
have had a serious effect on some establishments,
chiefly the engineering foundries which cater for the
motor, tractor, and allied trades, and the foundries con-
nected with the Diesel-engine and textile industries, all
of which have suffered a sharp reverse in business. The
recession has also affected indirectly many other units
providing castings for oversea markets, while business
at home has declined for such articles as heating and
cooking stoves, refrigerators, etc., for which castings
are supplied by the light foundries.

The new Izear opened with many foundries badly
needing work to maintain full production; some are
now working a four-day week, while other have found
it necessary to suspend some of their operatives. A
revival in export business is hopefully anticipated, as
well as the removal of restrictions to assist the home
trade. In the meantime, some foundries are better off
for work than others. Foundries catering for the
shipbuilding industry and for the steelworks and a
number of the sPeuaIlty and jobbing foundries are
bgtsy_, but generally orders are scarce and difficult to
obtain.

Supplies of pig-iron are about sufficient for current
needs, and the blowing-in recently of three more fur-
naces in the Derbyshire area for the production of high-
phosPhorus pig-iron will add appreciably to available
supplies of this grade. Scrap supplies are on an im-
Broved scale, but there is still a good demand for the
etter and heavier grades of cast-iron scrap.

Coke supplies are adequate, and ganister, limestone,
and firebricks can be secured to cover requirements.

The re-rollers are receiving a fair amount of work
from home consumers for small sections, bars, and strip,
in which they arc offering reasonable deliveries, as now
that their export Business has declined they are able to
concentrate on home requirements. Very few orders
are being placed for merchant bars and light sections
for shipment oversea, and none can be_expected until
United Kingdom prices are on a competitive basis with
those of foreign producers. Sheet rollers are exception-
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ally busy, and are giving priority to home needs,
although they have as much work on hand for oversea
buyers as quotas and outputs permit. Many rc-rollers
are still short of semi-manufactured steel.

Demand for plates, particularly thicknesses of i in.
and under, is far in excess of production. Alloy and
free-cutting steels continue in short supply.

Non-ferrous Metals

The main feature of the non-ferrous metal situation
last week was the reopening of the zinc futures market,
which had remained closed for more than 13 years. A
revised timetable of.dealing times enabled a reasonable
turnover to be put through in all three metals, mid-day
‘Change ending at 12.40.  Much speculation had natur-
ally occurred about the level at which business in zinc
would develop, but in the event the first deal was put
through at £90. after which the quotation firmed up
on the preponderance of buying orders. At the close
of the mid-day session January was quoted at £95 10s.
to £96, while April shipment was £2 cheaper.

It is unfortunate that on the very first day of the
resumed dealing in zinc a backwardation should de-
velop and it is much to be hoped that this will not be
of long duration. That it should be there at all is some-
what astonishing, for very large stocks of zinc exist in
this country. Unfortunately the bulk of this reserve
is in the hands of the Government, which, probably
rightly, is determined to do nothing to depress the

rice. 1t would, however, be much healthier if the
rade held more zinc and it would appear that the con-
sumers must make up their minds to build up their
stocks and to maintain longer cover. In fact they will
almost certainly find that this will be necessary for the
days of provisioning by the Ministry of Supply arc
Over.

Official prices in zinc were as follow; —

January—January 2, £95 10s. to £96; January 5.
£92 10s. 10 £93; January 6, £89 10s. to £90; January 7,
£89 10s. to £90 10s.

April—January 2, £93 10s. to £94; January 5.
£89 10s. to £90; January 6, £88 15s. to £89; January 7.
£88 15s. to £89.

In the early part of last week the lead market was
very strong. ~ Bear covering was in evidence on fears
of a prolonged shortage of metal due to the labour
troubles at the Broken Hill smelters, where production
had been suspended since Christmas. Later in the week
a modest reaction was seen. Encouraged by the
strength of the London market, the price in the United
States firmed up considerably, reaching 14i by the
end of the year. This is equal to £118, so that, with due
allowance made for freight, import duty, etc., on metal
shipped to America, it can be said that the two markets
are approximately in alignment. As things are at the
moment U.K. consumers probably feel they are bein
held to ransom, but in present circumstances it woul
not appear that there is much they can do about it.

Official prices for refined pi%- ead; —

January—JanuarB/ 2, £103 10s. to £104; January 5.
£104 to 104 10s.; January 6, £102 to £103; January 7.
£99 10s. to £100.

April—January 2, £100 10s. to £101; January 5.
£101 to £101 5s.; January 6, £98 15s. to £99 5s.; Janu-
aryl_ 7, £96 15s. to £97. o )

he following were the official tin quotations:—
'2, £949 to £950; January 5, £950 to
£952; January 6, £946 10s. to £947 10s., January 7,
£944 to £944 10s.

Three Months—January 2, £943 to £943 10s.; Janu-
ary 5, £943 to £943 10s.; January 6, £939 to £940;
January 7, £937 to £938.

Cash—Januar
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Dust Removal Plant will
solve this problem for you
efficientlyand economically.
Fully illustrated descriptive

literature available on
request.

DAVIDSON & CO. LIMITED,
Sirocco Engineering Works,

BELFAST, and at London, Manchester, Leeds, Glasgow, Birmingham, Newcastle, Cardiff

'‘Only a balanced conbination
of skill and science can produce
Ingots which are consistent
with the specification

ON A.I.O APPROVED LIST

VRS—
CREECHURCH HOUSE = ST. STEPHENS STREET CHRONICLE BUILDINGS PEMBROKE BUILDINGS
CREECHURCH LANE ASTON CORPORATION STREET PIER STREET-*
I LONDON E.CJ.BIRMINGHAM 6 MANCHESTER 4 SWANSEA
i TcL AVENUE SM1  T#L ASTONCROSS3115 TeL BLACKFRIARS 3751  TolL SWANSEA 4035
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Current Prices of Iron,

Steel,

JOURNAL JANUARY 8, 1953

and Non-ferrous Metals

(Delivered, unless otherwise stated)

January 7, 1953

PIG-IRON

Foundry lron.—No. 3 Iron, Class 2
£13 Is. 6d.; Birmingham, £12 15s. 3d.

Low-phosphorus Iron.—Over 0.10 to 0.75 per cent. P,
£16 8s., delivered Birmingham. Staffordshire blast-
furnace low-phosphorus foundry iron (0.10 to 0.50 per cent.
P, up to 3 per cent. Si), d/d within 60 miles of Stafford,
£15 6s. 9d.

Scotch Iron.—No. 3 foundry, £15 19s. 6d., d/d Grange-
mouth.

Cylinder and Refined Irons.—North Zone, £17 14s. 6d.
South Zone, £17 17s.

Refined Malleable—P, 0.10 per cent. max.—North Zone,
£18 14s. 6d .; South Zone, £18 17s.

Cold Blast.—South Staffs, £18 2s.

Hematite.—Si up to 2J per cent., S. & P. over 0.03 to 0.05
per cent.—N.-E. Coast and N.-W. Coast of England,
£16 2s. ; Scotland (Scotch iron), £16 8s. 6d.; Sheffield,
£17 3s. ; Birmingham, £17 9s. 6d.; Wales (Welsh iron),
£16 8s. 6d.

Basic Pig-lron.—£13 19s. all districts.

Middlesbrough,

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

Ferro-silicon (6-ton lots).—40/55 per cent., £57 10s.,
basis 45% Si, scale 21s. 6d. per unit; 70/84 per cent.,
£86, basis 75% Si, scale 23s. per unit.

Ferro-vanadium.—50/60 per cent.,22s. to28s. perlb. of V.

Ferro-molybdenum.—65/75 per cent., carbon-free, 10s.
to 11s. 6d. per Ib. of Mo.

Ferro-titanium.—20/25 per cent.,carbon-free,£204 to £210
per ton; 38/40%, £235 t m£265 per ton.

Ferro- tungsten.—80/85 per cent.,27s.6d. to 28s. per Ib.ofW.

Tungsten Metal Powder.—98/99 per cent., 30s. 8d. to
35s. per Ib. of W.

Ferro-chrome (6-ton lots).—4/6 per cent. C, £85 4s,, basis
80% Cr, scalo 28s. 3d. per unit; 6/8 per cent. C, £80 17s., basis
60% Cr, scale 26s. 9d. per unit; max. 2 percent. C, 2s. per Ib.
Cr; max. 1 per cent. C, 2s. 2)d. per Ib. Cr; max. 0.15 per
cent. C, 2s. 3£d. per Ib. Cr; max. 0.10 per cent. C, 2s. 3]d.
per Ib. Cr; max. 0.06 per cent. C, 2s. 4d. per Ib. Cr.

Cobalt.—98/99 per cent., 20s. per Ib.

Metallic Chromium.—98/99 per cent., 6s. 5d. to 7s. 6d.
per Ib.

Ferro-manganese
£48 12s. lid.

vieta'lir Manganese.—93'95 per cent., carbon-free,
£262 to £275 per ton; 96/98%, £280 to £295 per ton.

Ferro-columbium.—60/75 per cent.. Nb + Ta, 40s. to
60s. per Ib., Nb - Ta.

SEMI-FINISHED STEEL

Re-rolling Billets, BIQoms, and Slabs.—Basic: Soft, u.t.,
£25 4s. 6d .; tested, 0.08 to 0.25 per cent. C (100-ton lots),
£25 14s. 6d .; hard (0.42 to 0.60 per cent. C), £27 12s.; silico-
manganese, £33 8s.; free-cutting, £28 8s. 6d.  Siemens
M artin Aoid : Up to 0.25 per cent. C, £31 9s.; case-
hardening, £31 17s.; silico-manganese, £34 9s. 6d.

Billets, Blooms, and Slabs for Forging and Stamping.—
Basio, soft, up to 0.25 per cent. C, £29 8s.; basic, hard,
over 0.41 up to 0.60 per cent. C, £30 8s.; acid, up to
0.2*i p»r cent. O, £31 17s.

Sheet and Tinplate Bars.—£25 3s. 6d.

(blast-furnace). — 78 per cent..

FINISHED STEEL

Heavy Plates and Sections.—Ship plates (N.-E. Coast),
£29 14s.; boiler plates (N.-E. Coast), £31 Is. 6d .; chequer
plates (N.-E. Coast), £31 3s.; heavy joists, sections, and bars
(angle basis), N.-E. Coast, £27 17s.

Small Bars, Sheets, etc.—Bounds and squares, under 3 in.,
untested, £31 15s. 6d.; flats, 5 in. wide and under,
£31 15s. 6d.; hoop and strip, £32 10s. 6d.; black sheets,
17/20 g., £41 12s. 6d.; galvanized corrugated sheets, 24
g., £52 9s.

Alloy Steel Bars.—1 in. dia. and up : Nickel, £50 18s. 3d .;
nickel-chrome, £71 7s. 9d.; nickel-chrome-molybdennm,
£79 2s. 6d.

Tinplates.—57s. 1Jd. per basis box.

NON-FERROUS METALS

Copper.—Electrolytic, £285; high-grade fire-refined,
£284 10s.; fire-refined of not less than 99.7 per cent., £284 ;
ditto, 99.2 per cent., £283 10s.;. black hot-rolled wire
rods, £294 12s. 6d.

Tin.—Cash, £944 to £944 10s.;
to £938 ; settlement, £944 10s..

Zinc.—January, £89 10s. to £90 10s.;
to 189.

Lead.—Refined pig-lead:
April, £96 15s. to £97.

Zinc Sheets, etc.—Sheets, 15g. and thicker, all English
destinations, £117 5s. ; rolled zinc (boiler plates), all
English destinations, £115 5s.; zinc oxide (Red Seal), d/d
buyers’ premises, £136.

three months, £937
April, £88 15s.

January, £99 10s. to £100;

Other Metals.—Aluminium, ingots, £166 ; magnesium,
ingots, 2s. 10Jd. per Ib.; antimony, English, 99 per cent.,

£225; quicksilver, ex warehouse, £70 10s. to £71
(nom) ; nickel, £454.
Brass.—Solid-drawn tubeB, 26fd. per Ib.; rods, drawn,

37d.; sheetsto 10 w.g., 291s. per cwt. ; wire, 32|d.; rolled
metal, 277s. 9d. per cwt.

Copper Tubes, etc.—Solid-drawn tubes, 328d. per Ib.;
wire, 317s. 9d. per owt. basis ; 20 e.w.g., 346s. 3d. per owt.

Gunmetal.—Ingots to BS. 1400—LG2—1 (85/5/5/6),
£195 to £218; BS. 1400—LG3—1 (86/7/5/2), £205 to £238 ;
BS. 1400—GI—1 (88/10/2), £320 to £375; Admiralty GM
(88/10/2), virgin quality, £325 to £380 per ton, delivered.

Phosphor-bronze Ingots.—P.B1, £360 to £385; L.P.Bl,
£250 to £275 per ton.
Phosphor Bronze.—Strip, 413s. 3d. per cwt.; sheets to

10 w.g. 435s. per cwt.; wire, 49]|d. perlb.; rods, 44Jd.;
tubes, 42fd.; dull oaai bars: solids 4s., cored 4s. Id.
(C.Clifford & Son, Limited.)

Nickel Silver, etc.—Ingots for raising, 2s. 9d. per Ib. (7%)
to 3s. 10Jd. (30%); rolled metal, 3 in. to 9 in. wide X
.056, 3s. 3d. (7%) to 4s. 4]Jd. (30%); to 12in.wide X.
.056, 3s. 3)d. to4s. 4Jd.; to 25 in. wide x .056, 3s. 5)d"
to 4s. 6i)d. Spoon and fork metal, unsheared, 3s. Od. to
4s. ljd. Wire, 10g., in coils, 3s. 9£d. (10%) to 4s. lujd.
(30%). Special quality turning rod, 10%, 3s. 8Jd.;
15%. 4s. Ifd.; 18%, 4s. 6]Jd. All prices are net.
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Forthcoming Events

Institution of Works Managers
Manchester branch:—“ A Different Way of Looking at the
Process of Management/” by W. B. D. Brown, 645 p.m.,
at the Grand Hotel.
Purchasing O fficers’ Association
London branch:—" Temperature Measuring Instruments, with
some Reference to Automatic Temperature Control,” #by
H. F. Barnes, 6.15 for 650 p.m., at the Royal Society
of Arts, John Adam Street, W.C.2.

JANUARY 13
Institution ol I'rouuctton Engineers
Birmingham graduate section:—" Lecture on Lecturing,” by
R. Parmenter, 7 p.m., at tho James Watt Memorial
Institute, Great Charles Street.
Bceston Boiler Foremen’s Association
“ 2,000 Years of British Coins,” by H. Pegg, 730 p.m., in
tho Canteen, the Beeston Boiler Company, Limited, Mona
Street, Beeston, Notts.

JANUARY 14
Institute of British Foundrymen
Scottish North-eastern section:—* Flow of Metal,” T.5.35
film and report presented by E. M. Currie, 7.30 p.m. at
the Imperial Hotel, Keptie Street, Arbroath.
Southampton section:—* Synthetic Resins in the Foundry,”
y P. G. Pentz, 7 p.m., at the Southampton Technical
College, St. Mary Street.
Institution of Production Engineers
Edinburgh section:—" Simplification for Production,” by A. B.
Brown, 7.30 p.m., at tho North British Station Hotel, Princes

Street.

Northern Ireland section:—*“ American Production Methods,”
by C. W. Williamson, 7.30 p.m., at the College of Tech-
nology, Belfast.

Preston section:—" Materials-handling Techniques,” by W. M.
Hiorns, 715 p.m., at the Victoria Station Hotel,
Fisbergate.

JANUARY 15
Institute of Brliish Foundrymen

Birmingham & West Midlands Students' section:—Film show,

7.15 p.m., at the Grand Hotol, Birmingham.
Institute of Industrial Supervisors

Glasgow section:—" Annual general meeting and films, 7.30

p.m. at Mavor and Coulson Limited.

LowPhosphorus
Refined o Cylinder

Hematite
& Malleable
Derbyshire
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New Year Honours
{Continued from page 54)
BRITISH EMPIRE MEDAL

Mr. V. A Aldous, lathe turner, English Electric
Company, Limited, Rugby; mr. P. Askem, electrician,
Darwins, Limited, Shetneid; mr. S. M. T. Beach, lore-
man, Ferguson Paihn, Limited, electrical swncngear
manufacturers, of Manchester; mr. A. Blundy, fore-
man, hydraulic testing department, Yvorthmgton-
Simpson, Limited, Newark (.Notts); mr. A C. J.
carpenter, foreman shipwright, J. Samuel White &
Company, Limited, Cowes, Isle of Wight; mr. J. T.
cownley, machinery erector, Wm. Foster & Company,
Limited, agricultural engineers, ironfounders, etc., of
Lincoln; mr. J. W. pitchfjeld, foreman bricklayer,
Lancashire Steel Corporation, Limited, Warrington;
Mr. W. Ewart, foreman fitter, Harland & Woiff,
Limited, Belfast; mr. E. G illon, machine-tool setter,
David Brown Tractors (Engineering), Limited, Hudders-
field; mr. C. Gisborne, foreman, H. H. Martyn & Com-
pany, Limited, founders, etc., of Cheltenham; Mr. G.
Golding, foreman, John Lysaght's Bristol Works.
Limited; mr. C. H. Knoyle, senior artificer, National
Physical Laboratory (New Malden, Surrey); mr. R
M cintosh, maintenance shop foreman, Anderson.
Boyes & Company, Limited, Motherwell; Mr. J. P.
spears, plate shop superintendent, Aveling-Barford,
Limited, Grantham; Mr. J. straughton, telephonist
and switchboard operator, Workington Branch, United
Steel Companies, Limited; Mr. D. A. w allace, Super-
intending foreman, Dumfries factory, Imperial Chemical
Industries, Limited; mr. W. R. w nitlock, chief fettler.
Bristol Foundry Company; mMr. P. williams, charge-
hanltlj fitter Charles D. Holmes & Company, Limited.
Hull.

A Northamptonshire
Swedish Charcoal

Ferro Silicon

Alloys &Briquettes

N.F.Metals o-Alloys
Limestone

Ganister
Moulding Sand
Refractories

WILLIAM JACKSEC 117

i Winchester House, Old Broad Street

TELEPHONE :LONDON WALL 4774 ((Z/rﬁ]

Birmingham
39,Corporation Street. I3

central:

London ,E .C.2.

Liverpool8&8
Pumford Street.

1178
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CLASSIFIED ADVERTISEMENTS

PREPAID RATES :

Twenty words for 5s. (minimum charge) and 2d. per word thereafter.

2s. extra (including postage of replies).

Box Numbers

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.C.2.

can normally be accommodated in the following Thursday’s issue.

SITUATIONS WANTED

xperienced focnbr.yman,
Managerial qualifications, ferrous or

non-ferrous—light or medium castings.
Over thirty years in trade, seeks position
with firm in N.W. England, West Midlands

or South-West. Keen disciplinarian. Oppor-
tunity for small firm to use a practical
man. Age A.M.I.B.F.—Box 3171,

Foundry Trade Journal.

TIOUNDBY ENGINEER, twenty seven

years’ experience in Canada, TJ.S.A.
and England. Possess drive and initiative
to organise and control the maintenance
and developments of building plant lay-
out. Knowledge of mechanisation,
continuous pouring ujp to one hundred tons
per day.-~Box 3176, Foundry Traue

JOURNAL
eneral manager and engi-
neer (41), with estimating, costing

and commercial experience, desires change.

Previous positions: Full control of heavy
and medium jobbing, non-ferrous foundries
(till bronzes” and all B.S.S. specifica-
tions). Mechanised  plant and designs
Snndslinger production. Shell moulding
aud design for same, and jig and tool
departments and machine shop.—Box 3153,

Foundry Trade Journal.

SITUATIONS VACANT

The engagement of persons answering
these advertisements must be made
through a Local Office of the Ministry of
Labour or a Scheduled Employment
Agency if the applicant is a man aged 18-64
inclusive or a woman aged 1859 inclusive
unless he or she, or the employment, is
exce]!)ted from the provisions of the
Notification of Vacancies Order 1952.

ORKS MANAGER for large Light
Castings Foundry, manufacturing

Stoves, Grates and Cookers for solid fuel

and gas. Provious executive experience in
foundry producing light ferrous castings
required. Must be well acquainted with

modern methods of production and experi-
enced in controlling labour—able to take
full charge of foundry, pattern shop and
assembly shops—Write, stating age and
full details of exnerienee. fn Forth &
Clyde & Sunnvside Iron Co0S., Ltd.,
Palkirk.

AMETALLURGICAL ~ Mechanical
A Engineer Graduate, age about 30.
required as SALES REPRESENTATIVE
for Steel Castings in the Midland and
Southern District. Successful applicants
may be required to work on the shop floor
for 12 months to ensure practical know-
ledge before taking over sales duties. Staff
Superannuation  Scheme. — Applications,
stating age, experience, etc., should be
sent to the Personnel Superintendent,
K. & L. Steelfounders & Engineers, Ltd.,
Lctchworth, Herts.

CHNICAL (U,EISIAN--regq”]ired~by

prominant manufacturers of Core
Binders to consolidate and develop further
their business in Lancashire and Yorkshire.
Full knowledge of Foundry and Core Simp
practices essential.  Applicants must be
res'dent in Lancashire or Yorkshire.—
Wrrite, giving full details of experience,
to Box 3172, Foundry Trade Journal.

SITUATIONS VACANT—Confd.

TIOUNDRY MANAGER required for
small well equipped Foundry produc-
ing Non-Ferrous and Stainless Steel Cast-

ings. Good position with old established
firm.—Apply Deans & Son (Yorkshire)
Ltd., Grovehill, Beverley.

ANTED for Midlands Malleable Iron

Foundry (employing about 150),
experienced Foundry Foreman, excellent
prospects. Apply, stating experience and
salary required.—Box 3178, Foundry Trade
Journal.

ssistant foundry foreman
Aj required by London Foundry making
medium weight general engineering cast-
ings. Opportunity for a young man age
25-30, with a practical apprenticeship in
moulding and good technical training.
Keenness and capacit%/ for constructive
work more important than supervisory ex-

perience.—Qualcast (Ealing Park), Ltd.,
Junction Road, S. Ealing, London, W.5.
epresentative, with established

R connection, already calling on engi-
neering and allied trades, required by firm
of Non-ferrous Founders to introduce their
Castings as an additional line, and obtain
business on part salary and commission
basis. Full  particulars, stating area
covered and other lines already carried.—
Box 3152, Foundry Trade Journal

OREMAN for small Patternshop
servicing Mechanised and Jobbinf;
Foundries. Staff appointment. Apply
first instance by letter, giving ago. full
particulars of experience and salary re-
quired; also name and address of two
references. All applications will bo treated

in strict confidence.—Richards (Leicester),
Ltd., Phoenix Iron Works, Leicester.

Metallu rgist, age about 25/35, to
take chargo

1 . of Iabo_ratore/ _and
technical control” in progressive Cylinder
Foundry in Watford, Herts. Candidates

should "possess initiative and bo production
minded.—W rite, giving details of age and

experience, to Macmillan Foundries, Ltd.,
Cassiobury  Mills, St. Albans Road,
W atford.

LACKHEART MALLEABLE and

Grey Iren Foundry requires a Repre-
sentative, aged about 30-35 with experience
in the industry and live connection with
consumers of these materials, residing in
Lancashire, Yorkshire or Northumberland,
to cover these areas.—Write, stating full
details of experience and salary required,
to BOX 3175, Foundry Trade Journal.

ayward tyler & CO,, Itd.,
!_I Luton. Beds., require for their new
anadian Foundry a

METALLURGIST,
not less than 25 years old. experienced in
the melting, analysis, and heat-treatment
of high-quality stainless and alloy steel
castings. Knowledge of gamma-ray work
and sand control would be useful. Salary:
Canadian $6,000 per annum in the first
year, rising to Canadian $7,000 in the
second year. This position offers a
wonderful chance to a man of enterprise
and ability.

If received by first post Tuesday advertisement*

SITUATIONS VACANT—OnNtd.

EPRESENTATIVE for Heat
ment Furnaces and Foundr
Equipment, for Scotland.
commission offered—Box

Trade Journal.

epresentative required for Light
R Alloy Foundry situated in the North
West. Sand and Gravitﬁ Casts in
Aluminium Alloys of the highest class.
Territory available Yorkshire and Lanca-
shire. "Existing connection preferred but
not essential. Replying first instance-
%ivin full details and salary required to
oXx 3160, Foundry Trade Journal.

Treat-
Drying
Salary ‘plus
3174, Foundry

atternshop superintendent
P required by Grey Iron Foundry in
ipton, Stalls. The “vacancy offers” first
clas3 prospects for a man of initiative and
drive capable of disciplining and training
men in a well-equipped Shop. Superannua-
tion Scheme in operation and first class
Canteen facilities available.—Apply Box
3162, Foundry Trade Journal,

OUNDRY MANAGER

leading manufacturer
and engineers’ brassfoundry
Birmingham. Foundry is  modern and
semi-mechanised and the applicant must
have the ability lo maintain production,
control labour ~and possess a thorough
practical and theoretical knowledge of the
trade.—Box 3164, Foundry Trade Journal.

required by a
of plumbers’
situated in

OUNDRY in the North of England

invite applications for the following

positions. Applicants to state age, experi-
ence, and salary required.

STEEL FOUNDRY FOREMAN .—Young
man, with experience of modern produc-
tion methods. Foundry producing carbon
and manganese steel.

CHEMIST.—Young man, with experience
of Converter practice, Grey Iron, and
modern_sand control.

ox 3169, Foundry Trade Journal

RAUGHTSMAN wanted by old-estab-

lished firm of Cooking and Heatin

Appliances in Smethwick. Staffs, wit
perience in this class of work. 5-day week,
canteen, and pension scheme. Age about 25.
—Write in confidence, giving details of ex-
perience, etc., to Box 3170, Foundry Trade
Journal.

elting shop metallurgist

required, age 25/30 years, for Iron
and Steel Foundry in South Yorks. Con-
versant with Cupola/Converter practice
essential, and a working knowledge of the
production of high-grade irons, desirable.
Vpplicant will serve as Assistant to the
M/Shop Superintendent, and the position
will provide plenty of scope for a keen
worker.—Apply, in confidence, to Box 3167,

Foundry Trade Journal.

XTACANCY in Scottish Non-Ferrous

t Foundry for_fully trained and
experienced young Foreman with Technical
Knowledge. Must be able to take full
charge and produce castings Lg) to 5 cwt.
Goo prospects for advancement.
Assistance given for housing.—Box 3177.
Foundry Trade Journal
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SITUATIONS VACANT—Contd MACHINERY FOR SALE—Contd. MACHINERY FOR SALE—Contd.

ANTED. - PATTERN MAKERS, 4710R  SARK.-COLEMAN Pneumatic OR SALE.—No. 12 Jolt and Pattern

: wood and metal, for Cylinder cast-  J> Core  Blowin Machine.  Three Draw  Moulding  Machine, by

ings. Only first-class men used to this plynger type. Table. 29) in. by 153 in. Macdonald. Glasgow. Table size, 53 in.

class of work need apply. Top wages paid Box, 22 in. by 22 in. Excellent condition.—— by 53 in., weight 5i tons. Good condition.

t’\;J th_(lalse l:of grqved Ltzblll}%/d—sﬁipiﬂ)llba;g R. O. Gra¥, Minen;a Road, Park Royal, Can be inspected at Resistance

acmillan Foundries, . , .

Road, Watford  'Phone: 'WAT. 6241, N.W.10. Elgar 4841/4842. Welders, Ltd., Rose Street, Inverness.

AGENCY T.Il. very powerful Dust Extractor-

ALBION WORKS * Blower. Motorised unit (unused),

£15. One-third to-day’s cost.—Bobiranoer’s,

Tt/TODERN fully mechanised Malleable 306, Holloway Road, London, N.7. North
4117.

JtJL Foundry in Midlands requires SALES
AGENT to cover Lancs and Yorks area. AR COMPRESSORS ACTUALLY HELD
Must have practical Foundry experience :

and good contacts.—Box 3138, Foundry FOR DISPOSAL (SECONDHAND).
Trade Journal PAA C.F.M., MOTOR DRIVEN,
O U U VERTICAL, THREE CYLINDER I :
g ' 1) Morgan Tipping Crucible, complete
MACHINERY WANTED WATER COOLED, BROOM & WADE, Wi(th) fan biast ppiEe Und platform. P

Cyls. 1, in. dia. by 12 in. stroke; speed (2) Mor - SFi
. . . gan No. 2 Lift-out Oil-fired
ROOM & WADE wpe EHzs or o (M Ny SUIPRING MOTOR: cigtile: Sl fan

Ingersoll Rand Air compressor. 495. go)  C.F.M. BELT DRIVEN, FOUR 53; Roper Sand Riddle (Electric). )
CFPM. 100 Ibs. W.P. 310 R.P.M. water cooled  “CyLINDER, ~WATER COOLED, by Gri4ndgrentglgrrnplttie?eumv?/ithheamdoto%6 slpnénstdelglé

112 H.pP. 400/3/50 motor and after cooler.— BROOM & WADE. Cyls. 10 in. bore by ]
Write Prioiifields Foundry Co., Ltd., 12 in. stroke; speed 318 r.p.m. du&s) %)ét,r;ﬁta?]r andM%ﬂfé'i?]g' Machine
Spring Road, Ettingshall, Wolverhampton. 350 C.F.M., MOTOR DRIVEN, VERTICAL, Machine No. CNS 566. ’
;I\IiVLOEYSTﬁGE\)IA\é/LAI\ETLI?_'?ANCOOIfO%D'h by For further information write to Box
. . g 'p'_ 3163, Foundry Trade Journal.
APSTAN LATHE, with Bali Chuck, BROOK SLIPRING MOTOR, 440/3/50;
urgently required. Capacity 18 in. Allen West O.l. Starter. Intercooler, etc,
to It] in.,, motorised 3 phase, 50 cycle, 240 O.F.M., MOTOR DRIVEN, TWO
400/40 volt. — Particulars to: Works STAGE, AIK COOLED. Alll COM- FRANK SALT &CD, LTD.
Engineer, James Bridge Copper Works PRESSOR, by |NGERSQLL-RAND.
Ltd., Darlaston Road, Walsall, Staffs. Model 50B, Type 40. Cyls. 6 in. and 5 j4L
%leSGm'n\?g?Jkéhgcg?\lr'&'ronT';ogo W-L%(I:E’- ONE 2-ton E.O.T. Crane. 30 ft. span,
PLANlTog{ GRINDER, or similar new  400-440/350; “Intercooler, Aftercooler; ail ggaeo 00" floor controlled, 20 ft. ift.
or goo secondhan machine, mi<ni- mounted on bedplate. X _
_mum ‘diameter of wheel 24 in., compleis) CF.M, MOTOR DRIVEN, VERTICAL. canites 50 fi. 115, 400/3/50.  Now, unused,
with dust extraction fan and motor, suit- TWIN CYLINDER, WATER COOLED, gjitable for floor control '
able for 440 volts, 3-phase, 50 cycles.—Please by BROOM & WADE. Type D22a; Ij in. ~one 3-ton “ Morris ” secondhand Electric
state price and where seen to smith &  bore bgs in. stroke; 35 h.p. SLIPRING Hoist. Power travel, wire rope. Recon-

Wellstood, Ltd., Ironfounders, Bonny- MOTOR, by CROMPTON PARKINSON, giti
bridge, Scotland. 40(|)/3/50; A.C. Starting Gear, W ater Cir- d'gﬂ’;eg_tg,ﬁ nem'orﬁgq’/%se%ondhand Electric
culating Pump, etc. Hoist.  AVirc rope, hand geared travel.
OFFER YOUR SURPLUS PLANT AnD 100 C.F.M. MOTOR DRIVEN, VERTICAL, oo/3/s0, '~ 'P® g Y
MACHINERY TO TWIN CYLINDER, SINGLE STAGE, Two 5-cwt. “ Wharton ” Electric Hoists.
by TILGHMAN. Type ND6D; 720 r.p.m.; pyll travel carriage. As new.
FRANK SALT & CO., LTD. cyls. 6 in. dia. by 5 in. stroke; 25 h.p. ~ One 6-ton New “ Coles” Electric Hoist
(THE CASH BUYERS), BROOK SLIPRING MOTOR, Starter, Block. Hand geared travelling carriage.

400-440/3/50, Air Filter, etc. 400/3/50.
80 C.F.M.. MOTOR DRIVEN, TWIN One Cupola. 36 in. shell dia., drop
CYLINDER, WATER _COOLED, by pottom, Iteconditioned as now. Complete

MACHINERY FOR SALE BROOM & WADE.  Type D21; cyls. with motorised Blower, 400/3/50.
e ) oty AR SLER NG o0 BT i o

O r\—300 Ib. Aluminium Bale Out ) ) - bottom.
y U Furnaces, gas fired, complete with IMMERSED STARTER, Vee Rope Drive, ~ One New Cupola. 30 in. shell dia. Com-
Burners. Morgan, etc. Offers for the lot  etc. plgl_te Wﬁh rr:\oé%_lsgzd Blol\évlerA by Keith
or part. Seen at Aluminium Die Castings wo 19 iciency owers, by ei
(Bi?mingham) Limited, 52. Oxford Stregt, THOs W. WARD LTD. Blackman. 125 cfm. at 14 w.g_ 5 h.p.
Birmingham, 5. motor, 2,800 r.p.m.
ALBION WORKS : SHEFFIELD Geared Crane Ladles. Brand New. 10-

BLACKHEATH, BIRMINGHAM .

15-, 30-cwt., and 3-ton in stock.

ROPENAS Converter Steel Plant, com-  Phon« 26311 ‘Grams : * Forward.” Portable Platform Scales, by Avery.
prising 2—30 cwt. (nominal) con- . : 5-cwt., 1-ton and 2-ton.
verters, charging lift, Cupolas, Blowers and Remember . Wards might have it! ~ Tilting Furnace, by Morgan.  600-Ibs.
all electrical gear.  All in working order cagacity. Oil fired.
and good condition. Price: £3,500 as it ale-Out Furnace, by Lees Hall. ~100-lbs.
stands.—Box 3151, Foundry Trade Journal. cagac(l)t_)ll. BComplete with motorised Blower
an il Burner.
\ fIT  Type ‘A6 Gas Funiate IMMEDIATE DELIVERY. No. 1 Jackman Sand Blast Plant Barrel
Type.
LlV.e VX e<IlyA « complete with motor, Pneulec Royer. £85. : Y% Pneulec Herman Rollover Moulding
Fan and Crucible, etc. Brand New. £135. Jackman Ballbearing Sand Mill, Machines.  750-lbs. capacit
—J.F.P. I)ie—Castying k Engineering, 271, with a.c. Motor drive. £155. One August Simpson Noylo Sand Mill
B k Road. Christchurch. Hants. sand  Mill, by James Evans. gu; pson _1NO. > -
arrac oad, ristchurch, ants. 48 in. diam.  £55 Complete with Automatic Charging Hoist,
y y | reconditioned.
q.oyew unysed Sand Thrower, a.c., 20 h.p. Electric Motor. T.E., S.C. 1500
FOR SALE. ew Cupolette, unused, complete. r.p.mh, ba(ljl_ bearing, contd. ra“?)gil b
0. 16 ATRITOR CRUSNER by Alfred Over 70 new and _secondhand ing. by Lane. Dynamo, e Pall bear-
'Herqbelrt,d con&pletehwith Feed Ho;}per, Hétriggn agt(i Bale-out Furnaces, by " h.);). ditto. l}zlrgsgmr%.m., s.C., T.E., by
overhauled and with a quantity of spares. i . C. Parkinson.
Also a No. 12 Atritor by Alfred Herbert, Foundry Git Cutter, as new, for 11, 1,430 r.p.m.. S.C., Protected Type.

for which we have available about 6 tons 18 _square. Two Pneulec Herman Jolt %ollover
of spares. Both these machines are offered Six nearly new Ballard Core Moulding Machines. 750 Ibs. capacity.

i H Stoves. £55 each. . f
at extremely low prices for quick Our new Catalogue would interest One Pneulec 36 in. diam. Cupola and

clearance. you. May we send you a copy- mgtool:lrsedFBEIolwer,Jgﬂolslggheé\lz%w c'&r;(lijllt(;?nn.

SAYILLE-CALVERT (MACHINERY) free. ! el ‘ 9
LIMITED. ELECTROGENERATORS LTD Machines, by Foundry Eauipment.

BIRMINGHAM ROAD. Australia Road, Slough. " ALL ABOVE PLANT IS IN STOCK AT
STRATFORD-ON-AVON Telephone : Slough 22877. BLACKHEATH, BIRMINGHAM.

Tel.: Stratford-on-Avon 3681. ‘Phone: BLA 1635.
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MACHINERY FOR SALE—cContrl

LACK SEAM 400 Ib. Tilting- Furnace;
excellent condition; offers.—sandw fll
Casting Co., West Bromwich.

SALE two half tonnor (1952) Jolt
Rollover Pnculcc Machines, complete

with spare Bumping Unit. Also four 750
Ib. Jolt Rollover Pneulec Machines—Write

Cation & Company Ltd., 29, Chadwick

Street, Leeds, 10.

| A°A K.W. Steam-driven Alternator
Set, 400/440 volts, 3 phase, 50

cycles, Beilis & Moreom engine, 150 p.s.i.;
also Two 250 K.W. Steam-driven Alternator
Sets, 150/160 Ip.s.i. Enquiries invited for
all types of Electrical and other machinery.
—Regs Industries Ltd.. Great Western
Dock, Llanelly. Tel. : 657.

FOR SALE.
CUPOLAS.
VTEW 30 in. shell diam. Drop bottom
i'  type.
_“ Pneulec ” 36 in. shell
tioned as new.
36 in. shell diam. Cupola by Construc-

tional Engineering. Reconditioned. Equal
to new.

MOULDING MACHINES.

2 “ Pneulec” Herman Jolt Rollover.
750 Ibs. capacity in excellent condition.
4 F.E.I. Jolt Squeeze Machines

Foundry Equipment.

FRANK SALT & CO., LTD.,
Station Road, Blackheath, Birmingham.
"Phono : BLA. 1635.

diam. recondi-

by

DELIVERY EX STOCK

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

Please send for our NEW
illustrated catalogue on request

ELECTROGENERATORS
LTD.

14 AUSTRALIA RD., SLOUGH

Telephone : SLOUGH 22877
BUY FROM US AND SAVE MONEY

FOUNDRY TRADE JOURNAL

MACHINERY FOR SALE-Contd.

AND MIXER8 and DISINTEG-
RATORS for Foundr{ and Quarry;
rapacities from 10 cwts. to 10 tons per hr.—
w. a . E. Brealey (Machinery), Ltd.,
station Works, Ecclealield, Sheffield.

BOO

AIR COMPRESSORS.

91 X-C.F.M. C.P.T., class PB4, vert.,

t) 2 stage, air cooled, 100 Ib. w.p.,
speed 870 r.p.m. “ V” belt driven from
50-h.p. S/R. .Motor, by Higgs. 400-440/3/50,
with Control Gear.

200-c.f.m.,, BROOM & WADE, vert., encl,,
twin cyl., 2 crank, single stage,
cooled, 100 Ib. w.p., speed 350 r.p.m. “ V7~
belt driven from 43-h.8. S.C. Motor, by
L.D.M., 415/3/50. wit ontrol Gear.

196-c.fm., C.P.T., type P6DB. vert., twin
cyl., single stage, water-cooled, w.p. 100 Ib.
Speed 570 r.p.m., direct coupled 55-h.p. S/R.
Flather Motor, 415/3/50.

142-cf.m., HOLMAN, type TH18S, vert.,
2 stage, single crank, watercooled, speed
965 r.p.m., w.p. 60 Ib. Direct coupled 30-h.p.
S/R. Bruce Peebles Motor 400/3/50.

Two 130-c.f.m., TILGHMAN, type FC4E,
vert.,, high speed, single stage, double act-
ing- watercooled, speed 400 r.p.m., w.p.
30 I» "V " belt driven by 17-h.p. B.T.H.
Motor, 400/3/50.

108-c.f.m., C.P.T., class PB2, \vert,,
2-stage, aircooled. 100 Ib. w.p.. speed 570
r.p.m. “ V' belt driven by 25-h.p. S/R.
Motor, by H. J. Scott, 400-440/3/50, with

Control "Gear.

GEORGE COHEN

SONS & CO., LTD.

WOOD LANE, LONDON, W.I2
Tel: Shepherds Bush 2070

and STANNINGLEY nr. LEEDS
Tel : Pudsey 2241
CAPACITY AVAILABLE

APACITY available  for  castings
weighing from 1 Ib. to 15 tons, in-

cluding Quasi-Bessermised imgot moulds
up to 10,000 tons per annum.—The Cross
Foundry & Engineering Co., Ltd., Gor-
seinon, near Swansea.

A LVMINIII M FOUNDRIES.—
AV Immediate capacity for the complete
manufacture of Dies” for Aluminium
Gravity Die Castings.—R. E. Ormerod
Ltd., Ednall Lane, Bromsgrove, Worcs.

jJIOUNDRY CAPACITY available near

London by light engineering concern.
Present output consists mainly of equip-
ment for Laundries but other projects con-
sidered. Sales organisation available in
this country and overseas and the selling
and marketing of products could be under-
taken. _Strictest confidence maintained.—
Write Box 3166. Foundry Trade Journal.

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

JANUARY 8, 1953
CAPACITY AVAILABLE—Conid

ATTERNMAKING capacity available
immediately. Largo turning facili-
ties; sub-contract work accepted.—Foundry
Patterns, 7, The Parade (Basement),
fegrlshalton, Surrey. ‘Phone: Wallington

EEHIVE FOUNDRY, 50, Hall

Walsall Wood, Staffs, for small to
medium Sand Castings in all Aluminium
Alloys. We specialise in all types of Alu-
minium Plates and Bottom ~Board for
foundry use.

Lane,

OBBING IRON FOUNDRY have
J capacity for Castings up to 2 tons.
Own Pattern and Machine Shop.—Fowler
& Holden (Grimsby), Ltd., Church Street,
Grimsby.

APACITY available for High Quality
Grey lIron Castings, Exhaust Mani-
folds, Switch Gear, Stove and Grate, and
any castings up to 5 cwts. Quality and
prompt delivery guaranteed.—Appl?/
Cradley Chain & Mfg. Co. Ltd., Mill
Street, Cradley, Staffs.

JON-FERROUS FOUNDRY. - First-
class_quality castings in Aluminium,
Bronze, Gunmetals, etc., at competitive
prices, including patterns if required.~
Bekston Lee & Co., tro.. 33, Swindon Road,
Stratton St. Margaret, Wilts.

The pattern equipment com-
pany (LEICESTER), LTD.. has
continuing” capacity for Jig, Fixture and
“ One Off” patterns. Speedy delivery
assured for this class of work.—147, Mount
Road, Leicester. ’'Phone 23773.

E specialise in Large Type Alu-
minium .CastingRs, and can always
find you capacity.—M.R.T. castings, Ltd.,

Bromley, Kent. "RAV. 3571

TIVIDALE FOUNDRY, LTD., Local
Board Road, Watford. (Tel. 3743)

Non-ferrous Sand Cnslings. 2 rwt. maxi-

mum. Prompt quotations and deliveries.
on-ferrous sand castings-
Clean, high quality, sand blasted

castings in gun metals, brass, aluminium,
etc. Necessary patterns if required.—
Meynell & Sons, Ltd., Montrose Street,
Wolverhampton.

echanised foundry.—Malleable

and Grey lIron Castings offers 20 tons
er week free capacity at early date. Pre-
erence for boxes up to 28 in. by 15 in. by
5in. by 5in. Snap Flasks up to 14 in.
by 14 in. by 3 in. by 3 in. Hand moulding
capacity also available. Cast lron Pipes
flanged” and specials. Patternmaking
facilities if required.—E. J. Wallace, 39,
Constitution Street. Dundee.

ASTINGS.—We can save your porous

castings, ferrous or non-ferrous, by

an approved Impregnation Process; sample

castings treated.—Recdpf.ro, Ltd., 66, South

Harrow Viaduct, Harrow, Middx. ’Phone:
Byron

aywood bros., mtieborongh,
Lancs., invite enquiries for all tyﬁes
of Patterns and Scale Models. Highly
finished, accurate work of size.

an
Tel. 8543 Y

MISCELLANEOUS

ANURE, especially suitable for

Foundry work and as supplied to
the trade for over 25 years. Quotations
on request.—Frink Ginster. Moxley, Wed-
nesbury. Phone: 0688 Wednesbury.
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RAPHITE / PLUMBAGO. We

specialise in tho supply of all quali-
ties and all meshes. Enquiries welcomed
and answered immediately.
deliveries  from stocks. — Woodstock
(London), Ltd., 33. The Little Boltons,
London, SW.10. FREmantle 6646/7.

Prompt

-RAY. Commercial and A.l.D. work
expeditiously carried out and inter-
preted. Collections and Deliveries arranged.
—Write for details to Mag.vai, P roducts,
Ltd., Tower Road, Warm ey, near Bristol.

S EA SAND for Castings, any quantity
by road or rail.—John Livtun, Ltd.,
Leamington Boad, Ainsdale, Southport.

ATTERNS for all branches of Engin-

eering for Hand and Machine Mould-

ing.—Furmston and Lawlor, Ltd., Letch-
worth.

EPBACTOBY MATERIALS.—Mould-

ing Sand, Canister, Limestone, Core
Gum; competitive prices quoted.—Hensall
sand Co.. Ltd., Silver Street. Halifax.

IREWOOD for Cupolas.

Sleeper Wood in
Turn's (WoLvmTON),
Backs.

Sleepers and
wagon loads —
Ltd., Wolverton,

IDLANDS.—R. J. Harris & Son, Ltd.,

Rugeley, Staffs., have for many years
?roduced_First Class. Grey Iron Castings
or Machine Tools, Jigs and Fixtures and
General Work, and have now additional
capacity available for castings from i Ib.
to 5 cwts., in small or large quantities.

CAPACITY AVAILAB

VI1ITREOUS
ENAMELLIN
of CASTINGS

STOCAL ENAMELS LTD

BURTON-ON-TRENT. tel

.burton/trent 2029

FOUNDRY TRADE JOURNAL

MISCELLANEOUS—Contd.

IT"ILES. By using our reconditioning

service you can save 50 per cent, on
the cost of these tools. We guarantee an
efficient file after processing or we make
no charge.—Helms, siiaw & Co., 45 Liver-
pool Hoad, Luton, Beds.

O MORE GUESSING GAMES

THE FOUNDRY.—Use “ SPEEDY ~
MOISTURE TESTER and reduce your
rejects by ACCURATE determination of
water-content in foundry sand, refractories,
etc. Exact percentage of moisture deter-
mined in _2/3 mins. Portable; non-
electric; simple for wuse by unskilled
labour. Over 6,500 in use in Foundries and
many other industries.—Write for Illus-
trated Brochure to Thos. Ashworth Co.,
Ltd. (Dept. F.T.J.), Burnley, Lancs.

IN

“"STERLING” MOULDING BOXES.

NEW BOXES AVAILABLE FOR
DISPOSAL:

40 PARTS " DL,” 18 in.
4 ill.

40 PARTS " DL,”
6 In.

by 25 in. by

18 in. by 25 in. by

40 PARTS
8 in.

20 PAIRS “ SF-Y,”
3£ in. by 3£ in.

74 PARTS “ DBA ” 15g in. dia. by 4 in.

ALSO A NUMBER OF 20 IN. SQUARE
BOXES. 4in., 6 in., 7 in., 8 in., and 9 in.
deep.

For full details write Box 3155, Foundry
Trade Journal.

“DL,” 18 in. by 25 in. by

303 in. by 39g in. by

LE FOR

33

MISCELLANEOUS-Contd.
ATTERN Equipments, Machined
P Plates, Castings, Components,
ssemblies, Jigs, Fixtures, Corebox Air
Vents and owels. Developing Grm

requests enquiries.
tion.—Booth Bros.
Street, Leicester.

Keen personal atten-
Enoinesrino, Baggrave

QUALITY

INGOTS

ALUMINIUM ALLOY

TO

ALL SPECIFICATIONS
ON A.I.LD. LIST

ézeeems®

LONGLEE WORKS. BAILLIESTON. GLASGOW *
Phone: Baillleston 1061

WE ARE

VITREOUS ENAMELLERS

ON CAST OR SHEET

G

IRON
TO THE TRADE

Send us your enquiries 1

THE RUSTLESS

Trlco Works

HOOKERS TINNED

, Ltd.,

Keighley

IRON Co.

SKIMMING GATES

Adequate stocks at
present available in
2", 3" and 4" sizes.

W.J.HOOKER LTD.
CHAPLETS, STUDS &SPRIGGS 4 MIDLAND CRESCENT, LONDON, N\W.3

Phone : HAMpstead 2495
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PATTERNMAKING PATTERNMAKERS
LARGE CAPACITY AVAILABLE (Engineering) CO. LTD. ALL TYPES OF WOOD
N NS BN 7D, HIG NSy D rins | & METAL PATTERNS
. - COOKE, BAILEY LTD.
GUIDE BRIDGE WORKs7 NON_FERROUS
JOHN ST..ASHTON-U-LYNE. CASTINGS MORLEYST,, HANLEY, STOKE-ON-TRENT
EST. 1929 TEL. : ASH 2426 Phone : ELGAR 8031'2 Telephone: Stoke-on-Trent 2627

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 SPECIALISEDPLANT IN SOUTH ENGLAND

Keen Quotations. Good Delivery.
Send your enquiries to

B. LEVY & CO. (PATTERNS) LTD., OSBERT STREET,
LONDON, S.W.I.

Telephones: Victoria 1073 & Victoria 7486

FlRST
WOOD AND Lea&gﬁos " RETRIOL

METAL ENGINEERING COMPANIES

PATTERNS

P a tto ~ E i.
CO (LONDON ) LIMITED
IRON AND NON 269 ROTHERHITHE NEW ROAD,

LONDON S.E. 16
FERROUS CASTINGS o pmmsij 133778 + Grors: fotters Sedist Lorekon
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Patterns for gen Patterns for machine builders . Patterns for jigs and tools, Patter.

2! Cattérn!
for jigs mact)\ixg tools,/\for jigs and, ols. rattern*
Patten * try attern”atterrr or
for elSCtri ~ g ulp CASTANGS
for spec} C'j trade’
Patten on er ] ar loconv.  IN &
Patt’ lor foundm tom("BM)iHrers. FArn _ ‘or foundri
Pa for eeneral enpinporc rm« for marhin« ~eeilHnrc  D-----———- " “t Patterns
for-"tgs aircraft
> LOOSE AND PLATE PATTERNS @it ETAV.S
for el: in wood or metal - of any size ders andl
for sp; according to your requirements is for s
Pattere ) N - - ichine to
Patteir In ourwell-equipped work* we can produce at competitive price* and Patte
€] keep to good delivery. May we place our experience at your service? ] X
for jigs ) general engi
Patterns for motor industry  Patterns for aircraft industry. Patterns for general engineers . Patl

0 K. D. LEE, ROEBUCK RD., TOLWORTH, SURBITON.

T#uPhon«: elmbridge 9272 surriy
Patterns for locomotive builders.

Patterns for stationary engines, for specialised trades. Patterns for shipbuilder

me Pressurecast Pattern Plate Co

Makers of accurate patterns, Core-Boxes and Matchplates,
at prices which make plate moulding for small quantities
a practical proposition. Quick delivery assured.

In the interests of economy write to
THE PRESSURECAST PATTERN PLATE COMPANY

12, Higher Sheffield Street, Manchester 12. or phone : Broughton 3032 or Heaton Moor 2577.

QUICK DELIVERY!
ACCURATE PATTERNS (WOOD
AND METAL) . KELLER MODELS
Passe d RON & NON-FERROUS CASTINGS

PﬁlSley TECHNICAL WOODWORK

CO. LTD.

for a jOb well donel!l 47/51 FEATHERSTONE ST., LONDON, E.C.I

Tel. : Clerkenwell 5129

P attern s bX

Serving all
branches Of O/\A_M-IT/£RS

Engmeermg In all shapes and sizes,

and for alf types of

MOULDING MACHINES
and FLEXIBLE JOINTS

J. F. PASSE & CO

8-10 FORBES PLACE, PAISLEY Send at your tnqulrltt
Telephone : PAISLEY 2553 HENRYLEE:S\KBANE

Th. TANNERY,
STOURPORT-ON-SEVERN
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OIL FIRED
BRONZE
MELTING
FURNACE

This 15 ton Open Hearth Metal
Furnace is one of a battery in
a large foundry. A feature of
the design is the large cover,
which can be removed to allow
charging of large bronze
articles, such as large ships’
propellers which require melt-
ing down.

TRADE JOURNAL JANUARY 8, 1953

lllustration by courtesy of J. Stone & Co., Ltd., Charlton, London, S.E.I

THE DOWSON & MASON GAS PLANT CO. LTD

LEVENSHULME, MANCHESTER 19 Telephone : HEATON MOOR 2261 (3 lines)

Pep- Up P

in, YO UR

and the cost?

£75
£31
1 Ton £87
14 Ton £98

For 3-phase A.C.Supply
10ft. hook to hook lift

otkeh deicuii
application

on

fo tu id tvy ! try ixainy Cv>

U o A 6 a
TYPE CL49 ELECTRIC HOISTBLOCK

is an ideal machine for

powerlifting and for

saving man-hours every day.
Good counsel on CL49 from

THEVAUGHAN CRANE COMPANY LTD.

MANCHESTER 12 ENGLAND

Telephone EAST 1473
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FOUR

Only 12 inches high, !
the stillage table
gives you an area
of more than 10 |
square feet.

For those who prefer a high stillage.

FOUNDRY TRADE

JOURNAL

37

POINTS TO EFFICIENCY

~ amiL m PnjaAn
|

A few short strokes
lift the loaded plat-

form 4 inches.

simple release valve
lets it down again.

The table has an area of

13~ square feet and stands 27 inches high.

DIAMOND MOTORS (wovverHampToNn) LTD

UPPER VILLIERS STREET -

TELEPHONE:

WOLVERHAMPTON

WOLVERHAMPTON 22951

tim |

This handle con-
trols forward
and reverse
drive, steering
and braking.
Little skill is
needed.

A

G rAISELEY stillage trucks will carry
20 cwt. at a time, work all day up inclines,
round corners and in and out of confined
spaces. After 8 or 10 miles they need re-
charging with about 4 units of electricity.
That’'s economy for you. At night they sim-
ply plug into the charger which automatically
switches off when they are ready for the
next day’s work. Delivery is good at
present. May we arrange a demonstration
with your nearest service depot.
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QUEST STANDARD

BENTONITE

Full details from the Manufacturers :

COLIN STEWART LTD

WHARTON LODGE WORKS,

WINSFORD, CHESHIRE
TELEPHONE: WINSFORD 2291-2-3

RECEIVERS

10-TON CAPACITY TWIN-POUR OIL-FIRED RECEIVER

MANUFACTURING CO.LTD. INSTALLATION FED CONTINUOUSLY BY i CUPOLAS.
SAVOY HOUSE 116 STRAND

LONDON, W.C.2
Telephone: TEMPLE BAR 9025
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ASBESTOS

CORE DRYING

PLATES
&
MOULDING BOARDS
GUNMETAL
AND
PHOSPHOR BRONZE L OW PRICED
INGOTS
Also manufacturers of CONFORM TO B.S.I. * NON-BRITTLE
) . SPECIFICATIONS
Ariel & Esco Chill Cast - e LIGHT TO HANDLE
Phosphor Bronze Rods Test Certificates
& Tandem White Metals available

for every batch

CENTRAL MANUFACTURING &
TRADING CO. (DUDLEY) LTD.

OLD HILL, STAFFS.

SMELTING CO., LTD. Phone: CRADLEY HEATH 69181 (5 lines)

TANDEH WORKS, MERTON ABBEY, S.W.19. Telephone: MTCHAM 2031
ALUMINIUM WORKS « WILLOW LANE < MITCHAM < SURREY

Fop service & information write to:-

THE FULLERS’ EARTH UNION LTD

Patteson Court, Redhill, Surrey. Telephone: redhill 3521 a
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IR O

STRE1*G'&
GENUINECOLD BLAST PIG IRON
ENSURES STRENGTH AND EN-
DURANCE. RENOWNED FOR
TOUGHNESS, RESISTANCE TO
WEAR AND CHILLING PROPERTIES

JANUARY 8, 1953

N

ROUND OAK STEEL WORKS, LTD.

BRIERLEY HILL, STAFFS.

TELEPHONE: BRIERLEY HILL 7231 Brand: e<DUDLN.fcesDUD™
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FOUNDRY FACINGS FOUNDRY FURNISHINGS

SHALAGO
BONDED
BLACKING

MIX ONLY WITH CLEAR WATER

FOR
DRY SAND MOULDS

AND COREWASH

W=* 41 UHIS4 &C7?7 UP

GLASGOW FALKIRK CHESTERFIELD

DEEPFIELDS near BILSTON

& MIDDLESBROUGH
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ROTARY COMPRESSORS

ROLLING DRUM TYPE

for ladles of every type.
Operation by compressed air atomiza-

“ Reave!!" Rotary compressors are made in eleven standard tion or by low pressure fan air.
size* with delivered capacities up to 2,000 cu. ft. free air per
minute. They are made as air cooled machines for pressures up to

201bs. per G In., and are water jacketed for higher pressures. FO R O I L F U E L ’ P R O D U C E R GAS

For partlcnlan of thesc machinei andfor other type» write to Ref. Y OR TO W N ’S GAS

Weshall he pleased to supply particulars on request
REAVELL & CO, LTD, LAIDLAW, DREW & Co. Ltd.
RAN ELAGH WORKS, IPSWICH 9TOWER STREET EDINBURGH, 6

Telegrams- "Reavell, Ipswich.” 'Phone : 2124 Ipswich
eGrams: “ ERICLEX, LEITH.” ‘Phone: LEITH 36876/7

N.R.S.

Multi -Chamber

CORE STOVE
with separate

“NEWSTAD”
RECIRCULATION
HEATING UNIT

Economically  fired
with

By courtesy of Messrs. Alvis Ltd., Coventry. GAS, OlL oT COKE

Sole Suppliers:-

MODERN FURNACES & STOVES LTD.

BOOTH STREET, HANDSWORTH, BIRMINGHAM, 21.
Telephone: SMEthwick 1591 <4 1592. Telegrams: MOFUSTOLIM, B’ham, 21.
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d Mould Wash
The Core an

foo IRON casting

, special iron castings

sJEELM OL f°rsTEELan

eyuon plum bago

“r u -- T

terra FUAK.E auu h \niu

1 = r N ~ =
PHCEN\X toNE 21 aad S7

Tcleph®ne
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SAND TREATMENT PLANT FOR IRON FOUNDRY. PHOTOGRAPH BY PERMISSION OF
BRADLEY & CRAVEN LTD., WAKEFIELD.

* GAS OR OIL FIRED EFFICIENT SAND DRYERS *
COOLING & DESILTING'JUNITS 1*"COLHEP” PATENjT No, 558806

Phone r Jé?5=4- Grams r Conveyor

Uniform
Workshop Heat

Bigwood Slow  Combustion
Stoves provide warm comfort-
able conditions in all parts of
the shop. Built up in sections,
Bigwood Stoves are quickly
erected or dismantled and can
be easiily moved from place to
lace if required. Any cheap
uel may be burned, and upkeep
costs are nil.
Write now for details.

SLOW COMBUSTION
STOVES

J.BIGWOOD & SON, LIMITED
WOLVERHAMPTON
‘Phone 24771

ST 35
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The economy of buying bushed moulding boxes
is now widely practised .... the big thing to
impress on all working to reduce foundry costs
is that it pays handsomely to SPECIFY B.A.C.
NITRIDED BUSHES when ordering new boxes,
cr replacement bushes.

These hardened bushes cost a little more but in
return reduce scrap by ensuring perfect register
of cope and drag, and by withstanding abrasive
foundry conditions better, produce accurate
castings for much longer periods.

British Aero Components Ltd.,, Brico Works,
Coventry. ’Phone 88998.

Bush your boxes for maximum
production by specifying

45

Co'jetit
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1. Halo Phosphate Coating Powders
mean greater light output and
longer effective life for Mazda
lamps.

2. Electrodes of Thoriated Tungsten
— the most durable and efficient
for this purpose.

3. Alkaline Earth Oxide coating on
Electrodes to facilitate ease of start-
ing and maintaining the discharge.

4. Cadmium Borate in Tube Coat-
ing Powder gives more natural
colour rendering by strengthen-
ing red end of spectrum.

5. Precision Built. Every stage
in production is finely regulated.

THE BRITISH THOMSON-HOUSTON
CO.LTD.,

Crown House, Aldwych,
London, W.C.2

(Member of the
A.EJ. Group of Companies)

4417

6. Research Never Ceases. BTH were
pioneers in the development of
fluorescent lamps, and are constantly
seeking to improve their value.

7. Mazda Fluorescent Lamps have
BTH behind them and each lamp is
carefully tested to ensure that it
conforms to the high standards
prescribed by the tradition of the
Company.

JANUARY 8, 1953
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CHROMIUM BRIQUETTED ALLOYS

PROVIDE CUPOLA ECONOMY

e Uniform in size

« Regular and consistent recovery-
obtained

* No mechanical loss of alloy
 Weighing is avoided
» Greater convenience in use
™E  |Mvue GOy ) ARHY coe
ZIRCONIUM | 13.¢c 21 1
W) ¢ S 1211y 13C 23
}{&ﬁﬁ‘ﬁs)gllz'i%}2121;

BRITISH ELECTRO METALLURGICAL COMPANY LTD.

WINCOBANK SHEFFIELD ENGLAND
Telephone: ROTHERHAM 4257 (2 lines) Telegrams: "BEMCO” SHEFFIELD
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HEAVY DUTY

SWING FRAME GRINDER

DESIGNED FOR MODERN HIGH SPEED RESINOID WHEELS

Powerful Performance for Reduction in Fettling Costs

* LONGER WHEEL LIFE
AMPLE POWER

+ LOW PRICE .+ EARLY DELIVERY
£59-10-0 Wtite for Lht in

L.J. H. BALLINGER LTD*

Station Road, Woodchester, Gloucestershire. Phone: Amberley 3231

< DEEPER AND FASTER CUT8
« GRINDS AT ANY POSITION

JOURNAL JANUARY 8, 1953

MOULDING BOXES

SPECIALLY DESIGNED CHANNEL SECTION

ACCURATELY DRILLED AND REAMERED
ALL BOXES INTERCHANGEABLE
SIZES & SHAPES TO REQUIREMENTS

BILSTON STOVE *STEEL TRUCK 8
BILSTON  prone: Biston 41921, STAFFS

STEEL CONVERTERS
CHARGING MACHINES
MOULDING MACHINES

CUPOLAS . FANS
ROOTS . BLOWERS
SANDS MILLS . ETC.

GREAT WESTERN WORKS «SMALL HEATH < BIRMINGHAM I
London Office 2,QUEEN ANNE'S GATE, WESTMINSTER , LONDON S.W .1
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A L P RODWUTZCTS LTD
STRAND, LONDON, W.C.2
TELEPHONE: TEMPLE BAR 6511/3

LEGRAMS:

ONTRO

RIUM N
e COREWASHI

“ MINCHEPRO, LONDON?”

POWDER TABLETS
IMPREGNATOR

WITHOUT METAL DENSENERS

M INING & CHEMIC
MANFIELD HOUSE, 376,
WORKS: ALPERTON, WEMBLEY, MIDDX.
TELEPHONE:CWEMHEY 35|0-4/6L L C

99 5% TELLU
USED AS LADLE ADDITION
Illustrated Booklet “ TELLURIUM
Hammers
Grinders
Drilling
Machines

JOHN MACDONALD & CO.(PneumaticTools)LTR
Pollokshaws —Glasgow, S.3

LI P AXIS
TILTING

STEIN & ATKINSON

PARNELL HOUSE, 25, WILTON

FURNACES

IN CHILL CONTROL"

Free on Request

FOUNDRY AND FACTORY

PAINTING and
LIMEWASHING

SERVICE
Immediate Capacity—Countrywide Service

©

PAINTING AND DECORATING CO. LTD.

Ruby Triangle, awn Regd. Office: Sackville St.,
London, S.E.IS teens Salford 3, Lancs.
New Cross 2187 BLA 6098/9
fl ML |
Mg & ]
ROAD, WESTMINSTER, S.W.I
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Jicalio« ol
ITMven” e,
Uretl

h 'y iactots a;
aC tesVs”cE

Send for our bookie!
No. 142 which tells
you how lo select
the besl iron for
your particular joh

SIR W. G. ARMSTRONG WHITWORTH & CO. qaronfounpersy LTD
CLOSE WORKS, CATESHEAO-ON-TVNE

For the world's finest

"HARDWOODS

for patternmaking

Including the famous \ BEC/

Honduras Mahogany

Call in

THE FOREMOST NAME |IN TIMBER

J. GLIKSTEN & SON LIMITED, Carpenters Road, London E.I5 Telephone: AMHerscl4«4
Liverpool Office: 87, Lord Street. Telephone: Central 3441.
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Fuel Consumption is about halfthat of

old methods
Simple in operation.

Thermometer registers temperature

of hot air entering mould.
Totally enclosed fan and motor.

Dryer lifted by crane hook alone, no

slings or chains required.

Hot air delivery pipe fitted outside

body, making it easily accessible.

Telephone: ARCHWAY 4127/8/9

SOLE DISTRIBUTORS-
I\/IOIJ—PI NELJ—‘#X FOUNDRY EQUIPMENT LTD.,

MARLBOROUGH ROAD, LONDON, N.I9
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ALSO MANUFACTURERS OF

SHELF TYPE, DRAWER
TYPE, AND BOGIE TYPE
OVENS. WITH OR
WITHOUT FORCED AIK
CIRCULATION. GAS

OR COKE FIRED.

poweenmones | B AL LA R D & CO.LTD

PHONE TIP ton 1281/3 m|W 1H»A E B 3 P TO e« STAFFS-

We invite Enquiries for Castings of all kinds

J.T.L

Sand Hills 2t sin. to 6ft. Oin.

Illustrated : Revolving Pan Type. 4ft. 3In. dia. pan,
rollers as shown, or plain. Can also be supplied
as a belt-driven unit.

SHAKING AND POLISHING BARRELS OF ALL KINDS
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"ANDERSON”
DERRICK CRANES

Outstanding Features :

= UNIT GEARING

e SUPERIOR VISIBILITY
 HIGH SPEED OPERATION
 RELIABILITY

= ECONOMY

THE ANDERSON-GRICE Co. Ltd.

Taymouth Engineering Works ‘ Carnoustie « Scotland
Tel: 2214 Carnoustie Grams: Diamond Carnoustie

5 TON ELECTRIC DERRICK — 60"JIB

* Machine Cast Pigs free from Sand
g Standard Analyses.
and other deleterious matter.
Darwen Grade
Refined Iron T.C. Si. S. P. Mn.
Certificate of Analyses issued with Low Phos. Iron  3-30 max. 2 002 50 0 07 max.0 20 max. 1-20 max.

) t Med. Phos. Iron 3 30 max. 2*00/2*50 0 07 max. 0*20/0-30 1m0 max.
every consignment.
y g Cylinder Iron .. 2*70/3 00 2 00/2*50 0 05 max.0 100 20 | 20 max.
No. 1Cyl. Iron 3 00 max. 175/2*25 0 07 max. 0 80/1 00 | 20 max.

* AnalySeS shown are typlcal and No. 2 Cyl. lron 2 70/2 90 2*00/2*25 0 05 max.0 20 max. 120 max.

No. 3 Cyl. Iron 3 00 max. 2 00 0 07 max. 0 30 120 max.
we shall be glad to quote for
Malleable Iron 3 00 0 70/0-90 0 07 max. O 08 0-10 O 50 max.

any special analysis required.

REFINED IRON CO. (DARWEN) LTD. pParsonage Chambers, 3 The Parsonage, Manchester,

Phone: DEAnsgate 5607 (3 tines) Crams: Rolingot, Manchester.
W orks: Lodge Bank Works, Taylor Street, Darwen. Phone: Darwen 1155

SRI
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make the most of your COPPER

Choice of the right grade of copper or copper alloy and its
use in the right way saves time, money and material.
The C.D.A. exists to help you with expert advice on any of
the varied uses of copper and with technical publications,
obtainable on application—all free of charge.

COPPER DEVELOPMENT ASSOCIATION KENDALS HALL

rtnnot afford to be

AIR OR WHEEL TYPES

ROOMS, CABINETS, BARRELS,

SHOT, GRIT, HOSES, NOZZLES

Telephone TRAFFORD PARK 1207 (4 liner).
Telegrams: GEORG1C MANCHESTER.

BUY BRITISH MACHINES

ST.GEORCGES ENGINEERS LTD., ORPSALL LANE. MANCHESTERS

Published by the Proprietors, lubnsTRUL NewspaperB, Limited, 49. Wellington Street, Strand, London, W.C.2, and Printed in
Great Britain by Harrison & Sons, Limited. Printers to the late King George VI, London, Hayes (Middx) and
High Wycombe.



