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STEEL WORKS REFRACTORIES

From our range of products we can supply
dependable refractories for most applications
in a Steel Works. Careful manufacture, use
of selected raw materials, adequate heat
treatment in the kilns, complete technical
control at all stages ensure consistent
uniformity of quality and of ultimate service.

FIREBRICKS

SILICA BRICKS
BASIC BRICKS

HIGH ALUMINA BRICKS

REFRACTORY
CEMENTS & PLASTICS

Teeming a 100-/on Ladle in a Scottish Steel Works

JOHN G STEIN, '&C?

JOHN A. SNEETON LTD.

116, Victoria St., London, S.W.I

«Collin” Improved Foundry Ladles—‘Perfect’ Chilling Spirals

MANUFACTURED IN GREAT BRITAIN
Smeetolin, Sowest, London VIC: 5«

LTD Bonnybridge, Scotland

TEL: BANKNOCK. 255 (3 LINES)

The RIDSDALE LABORATORY MIXER

i6 particularly useful for preparing small experimental batches
of sand bonded with dextrines, resins, core oils, etc.
SEND FOR DETAILS TO:

RIDSDALE & CO., LTD.
234, Marton Road, Middlesbrough
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... CRUCIBLE MELTING

maximum

flexibility

minimum oxidation

and volatilisation

cannot cause porosity

in casting.

no contamination

of the charge

accurate control

of temperature

\

\
\

The efficient melting and reclamation of
swarf or metal residues present their own
special problems. The inevitable high
metal losses which occur when using
conventional methods becomes even
more serious when considering the
increasing price of metal. Swarf, with
its tendency to overheat; its low bulk/
weight ratio and its impurities makes
special demands on the furnace.

The MORGAN ROTARY CRUCIBLE FURNACE
has been specially designed to overcome
these and other difficulties; what is
more important, it has produced, in
service, recovery figures hitherto im-
possible under routine conditions.

Write for further details and FolderF.D.2.

BATTERSEA CHURCH RD., LONDON, S.\W.11

Telephone: . Telegrams:

BATcersea 8822 i Crucible Souphone London

JANUARY 22, 1953
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MATHISON

CONTINUOUS HORIZONTAL RECIRCULATING
TYPE CORE DRYING STOVES

Special Features : External Charging and Discharging.

Automatic Temperature Control, with Pressurized Drying
Chamber.

Dry Cores with No Burnt Surfaces.

Temperature Gradient in Preheating Zone, with Controlled
Excess Oxygen.

Simplicity of Suspension and Inspection, with Minimum
Labour and Fuel Costs.

Clean Gas Fired. Counter-flow Recirculation.

Installed at the modern steel foundry of Messrs. Head, Wrightson & Co. Lim ted, lhornaSyon-

TIME CYCLE THROUGH STOVE : 50 MINUTES.
JOHN MATHISON LIMITED (Engineers)

HUTTON HALL, GUISBOROUGH, YORKSHIRE, ENGLAND

Phone: Guisborough 59 Grams: Mathison, Guisborough
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FORDATH'S WORD IS THEIR BOND

- and GLYSO 1is
their word

GLYSO CORE BONDING COMPOUNDS combine a range
with characteristics so varied as to meet exactly the requirements

of any given job in the core shop. They have been in daily use in

foundries large and small for many years.

Semi-Solid Compounds give a
high green bond covering a wide
range ofsand characteristics.

Creams combine a lower green
bond and free-flowing mix with
high baked strength; unsurpas-
sed for core-blowing mixtures.

Dark Compounds provide alower
priced range giving excellent re-
sults for general work.

Permol Core Oils are in seven
grades, selection being governed
by relating dried strength re-
quirements to binder cost. Per-
mol bonded cores have good
knock-out after casting.

The confidence with which the
coremaker usesa Glyso-bonded
mix is amply justified in the
finished core.

Glyso XL Core Powder, apure
film-dried cereal, produces high
green strength in the mix and is
best used with Permol Core Qil.

Exol Core Powders, a range of
cereal powders impregnated
with core oil in

accurate quanti-

ties for different

classes of core

work.

Glyso Airbond,
quick drying
without stoving,
or stove-dried in

half the wusual
time.
Glyso Resyns.

A range of syn-

thetic resin binders for quicker
drying of cores by short-period
stoving, or by dielectric heating.
Excellentknock-out. Enquire also
about Glyso Spray Oils, Forda-
vol, Fordath Parting Powder,

Careful selectionfrom the Giyso
range of hinders provides
exactly the preen and baked
strengths required.

It hen Glyso is the bond the core
makers skill is seen at its best.

Photograph by courtesy of Messrs.
Central Foundry Co. Ltd.

Fordath Moulding Sand Regen-
erator and Fordath Paint Powders.

Full details obtainable from

THE FORDATH

ENGINEERING CO. LTD.

Hamblet Works, West Bromwich, Staffs.

phone: West Bromwich 0549, 0540, 1692.

grams: Metallical, West Bromwich
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Cast Iron

with a difference !

Spheroidal Graphite

Iron castings with vastly improved properties are

now The

in commercial production. important
difference in these new irons is in the form of the
graphite which is present as spheroids instead of
flakes.

In the tensile test, the spheroidal irons have' a
definite yield point preceded in the stress-strain
diagram by the same kind of straight-line relation-
ship as is found in steels. Minimum properties
which may be expected in commercial production

are as follows —

Maximum Stress Yield Point Elongation

t.s.i. t.s.i. per cent
Pearlidc 37 min. 27 min. 1 min.
Pearlitic/
Ferritic 32, 24, 5
Fcrritic 27 » 20 10

The process is the subject of patents and patent
and The Mond Nickel
Limited has granted a number of manufacturing

applications, Company

licences. For names of suppliers, write to :—

THE M OND NICKEL

JOURNAL

Pin liftarms in S.G. iron
for moulding machine.

Ironer machine bed,
weight 2 tons, in S.G.
iron for single-roll
machine. Properties in-
clude pressure-tightness
in the steam heater pas-
sages with a high finish
on the ironing face. (By
courtesyofD.& J. TullisLtd.)

Castings by R. Taylor
(Ironfounders) Ltd.

COMPANY

Sunderland House, Curzon Street, London, W.I.

JANUARY 22, 1953

LIMITED
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The new HALF TONNER
oJarr 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

Built in England by

PNEULEC LIMITED, SMETHWICK, Nr. BIRMINGHAM
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FOUNDRY FACINGS FOUNDRY FURNISHINGS

SHALAGO
BONDED
BLACKING

MIX ONLY WITH CLEAR WATER

FOR
DRY SAND MOULDS

AND COREWASH

CUMMINGO &CP IM

GLASGOW FALKIRK CHESTERFIELD

DEEPFIELDS near BILSTON

& MIDDLESBROUGH
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We manufacture
suitable for economical production of varying classes of worke
Catalogues giving full details will be sent on request.

FOUNDRY TRADE JOURNAL

for High Production
LATEST ENCLOSED
SAND PROTECTED
JOLT SQUEEZE
MOULDING MACHINE

SPECIAL FEATURES:

#

MASSIVE YET
SYMMETRICAL
CONSTRUCTION.

JOLT RAM-A
REAL BLOW.

SQUEEZES TO A
SET PRESSURE.

PATTERNDRAW -
STEADY AND
SMOOTH.

AIR ON OolL
CONTROL TO
DRAW.

MECHANISM
SAND
PROTECTED.

PATENT AIR-
LOADED DISC
VALVES.

MORETHAN 500 MACHINESOFTHIS
TYPEALONEHAVE BEEN SUPPLIED.

MACNAB Moulding Machines mean CLEAN,
- ACCURATE AND WELL FINISHED moulds.

many other types and sizes of Moulding Machines

M AC N A B and Company

PRESTIGE HOUSE | f|g]| HARROW

235 IMPERIAL DRIVE Telephone :

Limited

PINNER 600
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CHROMIUM BRIQUETTED ALLOYS

PROVIDE CUPOLA ECONOMY

Uniform in size

* Regular and consistent recovery
obtained

No mechanical loss of alloy
W eighing is avoided

Greater convenience in use

Silicon Silicon Zirconium
TYPE Manganese (standard) (Special)  (+ Silicon) Chrome

ZIRCONIUM
WEIGHT OF
BRIQUETTE (LBS.)
“WEIGHT OF CON-I-

TAINED ALLOY!
(LBS.)

BRITISH ELECTRO METALLURGICAL COMPANY LTD.

WINCOBANK SHEFFIELD ENGLAND

Telephone : ROTHERHAM 4257 (2 lines) Telegrams: “ BEMCO” SHEFFIELD




Sterling boxes made to measure from the same jig are interchangeable, dropping
easily on to the pattern plates or mating one with another without sticking on the pins
and affording accurate register. With parting faces level and true, pin centres equidi-
stant, with the axis of the pins at right angles to the parting faces and in correct relation
to the centre line of the box—they are atribute to Sterling’s high standards of accuracy.
STERLING FOUNDRY SPECIALTIES LTD., BEDFORD, ENGLAND

BOXES

Cogent



THE WORLD’S LARGEST MANUFACTURERS OF ABRASIVE

NORTON PRODUCTS:

ALUNDUM & CRYSTOLON
Grinding Wheels

Diamond W heels and Hones
Cutting off Wheels

Bricks, Sticks, Blocks, Segments
Cylinder Hones

INDIA Oilstones

Sharpening Stones

Mounted W heels and Points

Porous Media:
Plates
Discs

FOUNDRY TRADE JOURNAL JANUARY 22, 1953

W hatever your grinding
problem might be it will
pay you to use Norton
Wheels and Norton Service*

PRODUCTS

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

NORTON ABRASIVES



It has been said that the man who never made a mistake never made
anything, it istrue, experience is the finesttutor. All the more reason then,
when considering mechanisation, that experienced foundry engineers should be
seconded to assist. The success of Coleman-Waliwork equipment and the

high production figures being obtained in the many foundries where it is installed,
demonstrates that we have the ability.to design and produce foundry plant

to meet the needs and problems of this specialised industry,

an: ability, that comes only:after many years of experience.

GIVE YOUR FfiTTI&KST

Wovtiove
MEMBERS .OF THE J. STONE CROUP FOR PERFECTMOUL
WINDSOR WORKS sTOTFOLD e BEDFORDSHIRE
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PIG IRON

The range of Staveley pig irons offers material
for all general foundry purposes. The Staveley
Technical service is offered free to any

requiring advice on foundry problems.

THE STAVELEY IRON & CHEMICAL CO. LTD. NR. CHESTERFIELD
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abrasive materials spelt ruin to spray guns

TYPE DCA

-u n

TYPE JGA

— heavy-duty high
speed gun forquality
finishing with all
types of material.

— particularly suit-
able for spraying
small quantities of
heavy materials at

low pressure.

The SYMBOL

TYPE VFS

—an easy-to-handle
gravity-feed gun,
specially designed
for producing mott-
led effects.

of SERVICE

til DeVilbiss Aerograph introduced

NITRA-ALLOY

NOZZLES AND NEEDLE TIPS

With highly abrasive finishing materials, it is the nozzle and
needle-tips that take the punishment. DeVilbiss‘Aerograph
supplied the answer —Nitra-Alloy, which greatly increases the
life of guns used for spraying vitreous enamel etc. On all spray
equipment, you keep that extra jump ahead that means really
competitive production, if you standardise DeVilbiss « Aerograph

spray guns and ancillaries. Write for descriptive catalogue 42 ],

Spray [quipmentfor vitreous enamelling

DeVilbiss
AEROGRAPH

f?etst/ieface ¢k sfaafaq

The Aerograph Co. Ltd., Lower Sydenham, London, S.E.26. Telephone: Sydenham 6060 (8 lines)

T.A.4856
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SMALL
PERMANENT
MAGNET

ALL CONTROLS
CONVENIENTLY
PLACED ON HEAD

LARGE DIAMETER
MULTI-BLADED
IMPELLER HEAD

HIGH OUTPUT,
600 LBS. PER
MINUTE

LEIGHTON

FOUNDRY

TRADE JOURNAL JANUARY 22, 1953

1,200 LB.
CAPACITY SAND
HOPPER

PNEUMATICALLY
CONTROLLED
HOPPER GATE

BUILT-IN FEEDER
BELT FOR SAND
SUPPLY

MAXIMUM BOX
COVERAGE 4 ft. by
2ft. 6In. by 2 ft. I lin.

DEEP

BRITISH PATENT NO'S. 657197 AND 663318. FOREIGN PATENTS

GRANTED OR PENDING

FOUNDRY EQUIPMENT LTD

BUZZARD,

PHONE: LEIGHTON BUZZARD 2206-7-8

BEDFORDSHIRE, ENGLAND

GRAMS: sEQUIPMENT’ LEIGHTON BUZZARD
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We are pleased to inform

The Foundry Trade that—

W e have entered into an agreement with Sutter Products
Company of Dearborn, Michigan, U.S.A., to manufacture
and sell their machinery, comprising:—

1 Electrically controlled Automatic Shell Moulding
Machines.

2. Double Roll-over Core Stripping Machines,

3. Core Blowing Machines
etc., etc,, etc.

These will be known as “ F.E. (Sutter) Machines."

This manufacturing and selling licence covers the whole
of the British Commonwealth and Empire (including
Canada): the whole of Western Europe and the whole of
South America. The above machinery is covered by patent
applications in all industrial countries in the above
territory.

For further particulars please write to—

17

LEIGHTON BUZZARD < BEDS. « ENGLAND

Telephone: Leighton Buzzard 2206-7-8 Tele?ranis: Equipment, Leighton Buzzard
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finesse

IN FOUNDRIES

. SPA ELECTRIC PULLEY BLOCK
The '-tea ,,hicl,

offe,, *« —— S; ; Ce, .0 N

N\ o

- u:
work. The Ocll'™! within

theliroi«of.|S0 of » n ~

precision than any hand ope

b'°'k; f rhese uni,« P"“'* We° *

N d our wide experience in-P -
available and foundry

**fMt t A — o

Trald. is gladly pla“ d y

® THESE PULLEY BLOCKS ARE AVAILABLE WITH INCHING

ATTACHMENT FOR LIFTS FROM 10 CWT TO 2i TONS.

ASEA ELECTRIC LTD.
Associated with Fuller Electrical & Manufacturing Co. Ltd.

Fulbourne Road Walthamstow London E.I7

Phone: LARkswood 2350 (10 Lines) Grams: Autosyncro Telex. London

Branches at: BIRMINGHAM, MANCHESTER, GLASGOW,
DUBLIN.
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IN THE ‘C’ PROCESS 3 ziiad

SILICONE RELEASE AGE1l>

ensure quick, clean and easy release of the pattern from the

MIDLAND SILICONES

First in Silicones

MIDLAND SILICONES LTD 19 UPPER BROOK STREET *LONDON * W.l *TELEPHONE : C.ROSVENOR 4551
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Why 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 3+ 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. mw-~1"3 8
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THE NEW

MORRIS

electric

HOIST-BLOCK

Delivery from stock in most sizes—write for folder F.I163 to Dept. 46C

HERBERT MORRIS LTD LOUGHBOROUGH ENGLAND



JANUARY 22, 1953

FOUNDRY TRADE

JOURNAL

23

INDEX TO ADVERTISERS

Pagk Nos

Adaptable Bearings « Engineers, Ltd
Adaptable Moulding Machine Co., Ltd
Acerograph The, Co., Ltd.

Aero Research, Ltd.
Alar, Ltd. ..
Albion Pulverising Co., Ltd.
Allan, John, « Co. (Glenpark), Ltd.
Alldays & Onions, Ltd.

Aluminium Union Ltd.
Anderson-Gricc Co., Ltd.

Anglardia, Ltd.

Armstrong W hitworth «& Co. (lron
founders), Ltd ...
Armstrong W hitworth <&Co. (Pneumati
Tools), Ltd
Asea Electric,

Aske, We ,<€cCo Ltd.

Atlas, Diesel Co., Ltd

August's, Ltd ..o
Badische Maschinenfabrik A*G

Bakelite, Ltd..
Ballard, F. J., "
Ballinger, L. J. II., Ltd.

Barnard, H. B-, &cSons, Ltd.
Barr’s (Sheffield), Ltd. ..
Beakbane, Hy., «e Co.

Beck, H., «c Son, Ltd.
Benford, Ltd

. & Co., Ltd.

Bier, I, «cSon (Iron «cSteel) Ltd.
Bigwood, J., €t Son, Ltd.

Bilston Stove « Steel Truck Co., Ltd.
Birlec, Ltd. .

Blythe Colour Wo
Bolinders Co., Ltd.

Booth Bros. Engineering

Borax Consolidated, Ltd.

Bradley «t Foster, Ltd.....ccccoccenene
Brigl&tside Foundry «e Engineering Co.
Lt

British Aero Components, Ltd...

British Electro Metallurgical Co., Ltd.

British Electrical Development Associa
tON

British Foundry Units, Ltd.

British Industrial Plastics, Ltd.

British Industrial Sand, Ltd.

British Iron «t Steel Federation

British Moulding Machine Co., Ltd.

British Oxygen Co., Ltd.

British Pigirons, Ltd.

British Railways

British Resin Products, Ltd.

British Ronceray, Ltd.

British Shotblast <& Engineering Co
Lt s

British Thomson-Houston Co., Ltd.

British Tyre «cRubber Co., Ltd.

British Wedge Wire Co., Ltd.

Broom « Wade, Ltd.

Bullows, Alfred, «c Sons, Ltd.

Burtonwood Engineering Co., Ltd

Butterworth Bros.

Carborundum Co., Ltd.

Catalin, Ltd.

Ccilactite «c British Uralite, Ltd.

Central Manufacturing « Trading Co
(Dudley), Ltd.

Chalmers, E., ¢ Co., Ltd.

Chance Bros., Ltd.

Chapman & Smith, Ltd.

Clayton Crane ftHoist Co., Ltd.

Cohen, Geo., Sons <&Co., Ltd.

Coleman-Wallwork Co., Ltd.

Colt Ventilation, Ltd

Consolidated Pneumatic Tool Co., Ltc

Constructional Engineering Co., Ltd.

Cooke, Bailey, Ltd.

Copper Development Association

Core Oils, Ltd....cccoovvviininiieiirininne

Corn Products Co., Ltd.

Cox, Long (Importers)* Ltd.

Crooke «t Co., Ltd.

Cumming, Wm., € Co., Ltd.

Cunliffe, J. C

Cuxson, Gerrar .

Davidson € Co., Ltd....ccccevvvevrruernes

D.C.M. Metals (Sales), Ltd.

Diamond Motors (Wolverhampton), Lt<

Dowson « Mason Gas Plant Co., Ltd.

Dunford «Elliott, Ltd.

Durrans, James, <t Sons, Ltd.

Electric Furnace Co., Ltd.

Electromagnets, Ltd.

Ether, Ltd.

Every, Hy., & Co., Ltd.

Eyre Smelting Co., Ltd.

Factory (Maintenance) Ltd.

F. & M. Supplies, Ltd.

31
13

46
36

115

Pagb Nos.
Ferguson, James «t Sons, Ltd.
Fisher Foundries, Ltd.
Flextol Engineering Co., Ltd. ..
Fordath Engineering Co., Ltd.
Forrest, H., &c Sons
Foundry Eqmpment Ltd. «&17
Foundry Plant & Machinery, Ltd. 21
Foundry Services, Ltd.
Foxboro-Yoxall, Ltd.....ccceviennnns
Fullers’ Earth Union, Ltd., The 48
Gadd, Thos.
Gandy, Ltd.
General Electric Co., Ltd.
General Refractories, Ltd.
G.H.L. (Painters), Ltd....
Gibbons Bros., Ltd.
Glcnboig Union Fireclay Co., Ltd.
Gliksten, J., tic Son, Ltd.
Greatrex, John, <t Son
Green, Geo., «t Co.
Grove Painting « Decorating Co., L
Guest, Keen, Baldwins Iron «cSteel C
Ltd
G.W.B. Electric Furnaces, Ltd.
Harborougli Construction Co., Ltd.
Hargraves Bros.
Harper, Wm.,
Ltd
Hawkins, W. T.,
Heaton Foundry Co., Ltd.
Hepburn Conveyor Co., Ltd. .. a7}
Hovwood, S. H., Ltd
Hili-Jones, Thomas, Ltd.
Hillman, J. tic A., Ltd...ccoeerrernnn
Hills (West Bromwich), Ltd.
Holman Bros., Ltd.

Son <& Co.(Willenhal

Hooker, W. J., Ltd 33
llford, Ltd

Imperlal Chemical Industries, Ltd.
Incandescent Heat Co., Ltd.

Industrial Impregnations, Ltd.
International Meehanite Metal Co., L
Jackman, J. W., & Co., Ltd.

Jacks, Wm., « Co., Ltd.

Jeffrey & Co., Ltd.

Keith Blackman, Ltd......cccceeevennene 24
King Bros. (Stourbridge), Ltd.

Kodak, Ltd ..o

LafargeAluminous Cement Co., Ltd.
Luidlaw, Drew « Co., Ltd.
Lambeth « Co. (L|verpool) Ltd.
Lazarus, Leopold, Ltd.
Lee, K. D.
Leicester, Lovell «c Co., Ltd.
Lennox Foundry Co., Ltd.
Levy, B. <€ Co. (Patterns) Ltd. 34
London Export Corp., Ltd.
Lord, E. S., Ltd.
Luke «chpencer Ltd. 40
Macdonald, John, « Co. (Pneumatic
To0lS), Ltd. i
Macdonald, John, <t Son
Macnab <t Co., Ltd...
Madan, Chas. S., «tC .
Major, Robinson, « Co., Ltd.
Mansfield Standard Sand Co., Ltd.
Marco Conveyor «cEngineering Co., L
Marsden, nind « Son, Ltd.
Mathison, John, Ltd.
Matterson, Ltd.
May, J. H
Metal Porcelains, Lt
Metronie Instrument Co., Ltd.
Metropolitan-Vickers Electrical Co L
Midland Siliconés, Ltd.
Mining «& Chemical Products, Ltd.
Mitchells Emery Wheel Co., Ltd.
Modern Furnaces «t Stoves, Ltd. 54
Mole, S., €c Sons (Green Lane Foundr
Ltd
Molineux Foundry Equipment, Ltd.
Mond Nickel Co., Ltd.
Monometer Manufacturing Co., Ltd.
Monsanto Chemicals, Ltd.
Morgan Crucible Co., Ltd.
Morris, Herbert, Ltd.......cccccvvunnnee
Muir, Murray « Co., Ltd.
Milliard Equipment, Ltd.
Musgrave «c Co., Ltd.
Neville, T. C., €t Sons, Ltd.
New Conveyor Co., Ltd.
Newton, Victor, Ltd....ccooeveevenenene
Norton Grinding Wheel Co., Ltd.
Paget Engineering Co. (London), Ltd
Palladium The, Engineering Co., Ltd 38
Palmer Tyre, Ltd.
Pantin, W. €€ C., Ltd....ccccoevverivncnns
Parish, J., <t Co.
Park Lines, Ltd. ..

PAGE NOS-

Passe, J. F., «c Co.

Paterson Hughes Engineering Co. Ltc

Pattern Equipment Co., (Leicester), Ltd

Patterns (Derby), Ltd. .

Patternmakers (Engg.) Co Ltd.

Perry, G., & Sons, Ltd.

Philips Electrical, Ltd. ..

Phillips, J. W. & C. J., Ltd.

Pickerings, Ltd.

Pickford, Holland «c Co., Ltd.

Pitt, H. S., «t Co., Ltd.

Pneulec, Ltd.

Pope’s Electric Lamp, Co., Ltd.

Portway, C., «c Son, Ltd.

Power Jacks, Ltd.

Precision Presswork Co., Ltd.

Premo Pattern Co., Ltd.

Pressurecast Pattern Plate Co.

Preston Lift Components, Ltd.

Price, J. T., & Co., Ltd.

Price, J. T. & Co. (Brass «t Aluminium
Founders) Ltd...

Ransomes, Sims « Jefferies, Ltd

Rapid Magnetic Machines, Ltd.

Reaveil & Co., Ltd.

Refined Iron Co. (Darwen) Ltd.

Richardson Engineering Co., B’ham Ltd

Richardson, R. J., «t Sons, Ltd

Itidsdale d'cCo Ltd.

Riley Stoker Co Ltd.

Roper, E. A, «cho., Ltd.

Rothcrvale Manufacturing Co., Ltd.

Round Oak Steel Works, Ltd. ..

Rowland, F. E., € Co., Ltd.

Rownson Drew «chIydesdaIe Ltd.

Rule &cM o ffat

Rustless Iron Co., Ltd

Safety Products, Ltd.

Sandvik Steel Band Conveyors, Ltd.

St. George’s Engineers, Ltd.

Scottish Foundry Supplies Co. ..

Sheffield Smelting Co., Ltd.

Sheppard «t Sons, Ltd.

Sinex Engineering Co., Ltd.

Sisson-Lehmann, Andre

Sklenar Furnaces, Ltd.......ccceuenune.

Slough Metals, Ltd.

Smedley Bros., Ltd ..o

Smeeton, John A., Ltd.

Smith, Albert, K€ Co..coeevvverecrererrnnn

Smith, W. Il., & Son, Ltd.

Spencer «c Halstead, Ltd.

Spermolin, Ltd.

Stanton Ironworks Co., Ltd., The

Staveley Iron «cChemical Co., Ltd.

Steele «c Cowlishaw, Ltd.

Stein c Atkinson, Ltd.

Stein, John G., & Co., Ltd.

Sterllng Foundry Spemalnes Ltd.

Sternol, Ltd.

Stewart, Colin, Ltd.

Stewart and Gray, Ltd.

Stewarts and Lloyds, Ltd.

Stocal Enamels, Ltd.

Sturtevant Engineering Co., Ltd

Suffolk Iron Foundry (19201 Ltd

Sunderland Pattern &€ Woodworking Co

Swynnerton Red Moulding Sand

Tallis, E., «c Sons, Ltd.

Tangyes, Ltd.

Technical Woodwork Co., Ltd., The

Technically Controlled Castings Grou

Teisen, Th.

Thomas G. £R., Ltd.

Tllghman s Patent Sand Blast Co., Ltd

Traughber Filter Co., Ltd.

Trust Products, Ltd.

Tweedy, Geo., «c Co., Ltd.

Tyseley Metal Works, Ltd.

United States Metallic Packing Co., Ltd

United Steel Companies, Ltd. ..

Unity Foundry (Oldbury), Ltd.

Universal Conveyor Co., Ltd. .

Universal Pattern Co. (London) Ltd.

Vaughan Crane Co., Ltd.
Vaughans (Hope Works), Ltd. ..
Vokes, Ltd
Walker, I. €., L
Walsall Sandblasting Co., .
Ward, Thos. W., Ltd....cccocevincnn
Waring Bros.

Warner « Co., Ltd.

Watsons (Metallurgists), Ltd. ..
W ebster «t Co. (Sheffield), Ltd...
Wengers, Ltd.

West Midland Refining Co., Ltd.
Witham, L. A. .« Co
Woodward Bros, «c Copelin, Ltd.
Wright P latt, Ltd..

39

36
33

14
5!
N

54
53
53

53

34

31

49



FOUNDRY TRADE JOURNAL

MANSFIELD
MOULDING SAND

travels long distances to meet the needs of
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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.

IS the DRAUGHT on your
boiler fires enough to ensure
complete combustion of fuel?

A good draught on boiler fires is the first essential of
economical steam production. With satisfactory
draught assured, unaffected by atmospheric conditions,
it is possible to obtain maximum evaporation from
every boiler—thus effecting economy in capital outlay
and running costs. Only mechanical means can assure
satisfactory draught and “-Keith-Blackman” Mechani-
cal Draught Fans provide the best mechanical means.

SEND US YOUR ENQUIRIES.

KEITH BLACKMAN LTD.
MILL MEAD ROAD, LONDON. N.17
*Phone: Tottenham 4522. Grams: MKelthblac 'Phone London.™

Keith -blackmant®
MECHANICAL DRAUGHT
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and now
for'Action

Like a flash of inspiration-—Ilike a laudable New
Year resolution—come thoughts of modern
foundry technique.

And to all who are interested in true
foundry efficiency, August’s, pioneers of modern
foundry mechanisation, place their advisory and
technical staffs at their full disposal.

Make it a year of action—Mechanised action !

So/e Licensees and Manufacturers
for British Empire (excluding
Canada) of the Simpson Sand Mixer.

SPECIALISTS IN FOUNDRY MECHANISATION

Telephone: Halifax 61247/8/9 HALIFAX ENGLAND Telegrams : AUGUST, Halifax
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Raw Materials

Coke, pig-iron and scrap of various sorts are
the iron and steel founders’ main raw materials.
The coke supply position has materially improved
during recent years, through the construction of
new carbonization plant. The relative position of
pig-iron and scrap supplies is largely dependent on
the amount of scrap going into the blast furnaces.
Fundamentally, the raw materials for the blast
furnaces are iron ore, coke and fluxes, and not
scrap. By and large, throughout Europe, last year
there was a decrease in the quantities of scrap
entering the blast furnaces. Yet production was
maintained and indeed increased. It has satisfied
the general needs of the enhanced steel production
shown throughout by European producers. Thus,
gossip in steel-making circles points to a glut
of its products before this year is out, except for
alloyed steel, and, associated with this, ample sup-
plies of scrap are forecast. When Mr. Duncan
Sandys, the Minister of Supply’, visited the Coneygre
Foundry, he was told by Mr. J. J. Sheehan, but
not in so many words, that it was bad economy
to transport iron and steel scrap to South Wales
and the North East Coast to be converted into
pig-iron and later to be sent back to the Midlands
for foundry remelting. By the application of metal-
lurgical control, founders could, using only a limited
amount of pig-iron, convert much scrap material
into perfectly good metal for making iron
castings.

This is perfectly true for foundries possessing
good laboratory facilities and a trained metal-
lurgical staff, but many of the smaller concerns
must for a long time to come rely on the availa®
bility of good brands of pig-iron to enable them
to meet their customers’ requirements. When they
have experimented with steel scrap and ferro-
silicon, they have found that to get the silicon con-
tent they require by this method is much more
expensive than when the silicon exists naturally
in the pig-iron. Yet Mr. Sheehan’s contention
is quite logical and deserves support from those
firms capable of imposing meticulous metal-
lurgical control. A neighbouring firm, however,
which has established an enviable reputation for
quality, never buys any iron scrap. They deem
their job to be manufacturers of castings and hot
metal refiners !

There remains for consideration the non-ferrous
metals, and here, with the expansion of world
production and the operation of the International
Materials Conference, current supplies are adequate
to meet present needs, with the -exception of nickel
and cobalt and to lesser extent copper. The
margin between glut and famine is not a wide one
and conditions can change—if not overnight, cer-
tainly with six months. Buyers can then forget
“ control ” and even become “ choosy "—an activ-
ity which is the basis of their economic employ-
ment, and a major factor in industrial progress.

E
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Efficiency of Coal-burning
Space-heaters

The importance to the nation of developing space-
heaters which will burn bituminous coal smoke-
lessly, and therefore with greater efficiency than is
possible in the conventional open grate, is frequently
stressed. The Simon Report, issued in 1946, was based
on the assumption that within 20 years there would be
a very considerable increase in the production and
domestic consumption of solid smokeless fuel. That
increase in production has not in fact occurred, and
it is now quite certain that a large proportion of the
solid fuel used for winter space-heating must continue,
for a long lime to come, to be raw bituminous coal.

Tests at the Fuel Research Station, Greenwich, which
are to be described by Mr. L. L. Fox in a paper to the
Institute of Fuel, compare the efficiencies of various
types of “improved ” appliances with the efficiency of
the “ ordinary ” open fire.
The differences between
the British and’Continen-
tal methods of carrying
out efficiency tests were

examined, and it was
shown that the * test i

b Minister of Supply,
bench efficiency ” is not number of Government

the only factor to be
taken into account when
assessing the ability of
space-heating appliances
to heat a particular room.
The Author suggests a
formula for room-heating

Parliament. Those

foundries

Iron and steel

In Committee, Mr. Duncan Sandys, the

Iron and Steel Bill which is at present before

are:—(2)
supervision—b>y the
welfare and joint consultation; (2) exemp-
tion of the foundries from
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Unsafe Lifting Tackle

Arising out of an accident at the works of H. Widdop
and Company, Limited, Diesel-engine builders, of
Keighley, on October 29, 1952, when John Ellis was
killed and Ernest Arthurs injured, the firm at Keighley
Court pleaded *“guilty ” last week to using lifting
tackle—an “S” hook—of inadequate strength; using
an “S” hook not marked with the safe working load,
and to failing to have the hook examined by a com-
petent person during the previous six months. Miss
Kathleen M. Malins Smith, the Keighley factory in-
spector, stated that sections of a shot-blast cabinet were
being transferred to a part of the factory for erection,
and it wasimpossible to get a sling round one of the
sections,measuring 19 ft.by 8 ft., as its lower side
was resting on the ground. An eye-bolt was therefore
screwed on to it and a wrought-iron hook used to lift
it by a crane. When lifted, the section was found to be
incorrectly balanced, and so the foreman told two men
to pull down on the
lighter end. While they
were doing this, the load
crashed. The smaller
curve of the “S” hook
was found on examina-
tion to have fractured
almost across, causing it
to open out and allow the

bill

has introduced a
revisions in the

A - load to fall. It was said
principally — affecting that the foreman did not
the exclusion from know the weight of the
Board—of research, section, and neither was

the safe working load of

the onus of the hook known. He

efficiency which takes the
Qther relevant factors into
account, including the
rate of flue-gas volume
flow.

Mr. Fox’s paper, en-

titled “ Efficiency  of
Domestic  Space-heating
Appliances Using Solid

Fuel,” will be read at a
meeting to be held at the
Institution of Mechanical

submitting development schemes; (3) limita-
tion of the Boards ability to obtain
information; (4) contributions to the cost of
the Board are to be levied solely on its
“iron and steel ” activities. At a meeting
with the ironfoundry and engineering
organizations held last week, Mr. Sandys
said “ short of excluding the foundries from
the Bill, the Government’s revised proposals
would remove as far as possible existing
anxieties and objections.”

guessed the weight of the
load to be 14 cwt., where-
as it was actually 23 cwt.,
mand in consequence the
hook was greatly over-
loaded. On behalf of the
firm, it was stated that
the lifting of the load had
been left in the hands of
the person in charge; the
eye-bolt was used as an
improvization as it was

Engineers, Storey’s Gate,
London, S.W., on
January 27.

British Standards Institution

The British Standards Institution in its monthly in-
formation sheet for December, 1952, lists under New
Standards Issued: No. 1902:1952 Methods of testing
refractory materials (7s. 6d.); and under Revised Stan-
dards: 1453:1952 Filler rods for gas welding (3s.).
Amendment Slips include: PD 1504 , amendment No. 3
to 2S.100:1949 inspection and testing procedure for
aircraft steels; and PD 1519 amendment No. 2 to S 99:
1949 80 ton, 2J- per cent, nickel/chromium/molybdenum
steel (high carbon). =

Among Reprints are 220/222:1947 zinc, fine, special

and foundry (2s. 6d.); and 1003/4:1942 high-purity zinc
and zino alloys (2s. 6d.).
, “ Circulated for Comment” includes: CO 7335 Ter-
minology of defects in castings as revealed by radio-
graphy; CO 7338 the determination of aluminium (CO
7339 nickel, CO 7340 copper) in permanent magnet
alloys; CO 7341 recommended method for the spectro-
graphic analysis of low-alloy steels.

impossible to put a sling

round the section. The

hook used was not part of
the firm’s lifting equipment, and was normally kept in a
corner of the maintenance room. If if had been part
of the regular equipment it would have been examined
and properly marked. The firm was fined £35.

International Foundry Congress, 1953

It is understood that I'Association Technique de
Fonderie, 2, Rue de Bassano. Paris XVI, France, who
are organizmc ihe International Foundry Congress
which will be held in Paris in September, 1953, would
welcome the offer of papers from British authors. The
manuscripts of paners offered for presentation at the
conference should be sent to the secretary of I'Associa-
tion Technique at the above address, to reach him not
later than March 30.

The function will be held from September 21 to 26
inclusive and arrangements are being made for a party
from this country to form a delegation. Members of
the Institute of British Foundrymen who are desirous
of having their names on the list to recieve information
from time to time, are requested to communicate with
the secretary, who will be glad to forward details as
they become available.
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Modification of Aluminium/Silicon Alloys*
By R. H. Dyke, B.Sc.

This Paper gives the results

aluminium Isilicon alloys.

of a comparison of the various modification techniques
The effectiveness of several rapid tests which could be used by foundrymen

in use for

to determine whether or not a melt had been successfully modified was also investigated.

Historical

Aluminium/silicon alloys were the first alloys of
aluminium to be produced, a published account
of their properties appearing in 1874.1 However,
the later development of other aluminium-base
alloys having better mechanical properties resulted
in the comparative neglect of the aluminium/
silicon alloys until about 1923. Early work had
shown that the addition of silicon to aluminium
gave a progressive increase in tensile strength,
accompanied by a reduction in elongation. The
maximum tensile strength in a sand-cast alloy was
found to occur with a silicon content of 10 to 12
per ecent.,.3*m5 the mechanical properties being:
Ultimate tensile strength 9 to 10 tons per sqg. in.,
and elongation 2 per cent.

Up to 1923, the cast alloys were characterized
by poor machinability and a coarse fracture, attri-
buted to the presence of massive plates of silicon.
In 1921, Pacz, in a Patent0 claimed that the
mechanical properties of the aluminium/silicon
alloys, principally those containing between 8 and
13 per cent, silicon, could be materially improved
by treatment of the molten metal before casting

with alkali fluorides, the most effective being
sodium fluoride. This process was termed “ modi-
fication.” This Patent was followed by several

others covering the modification of these alloys by
the use of other agents including alkali metals,7
alkaline-earth metals,8 antimony and bismuth,9 and
alkaline oxides.10 Of these modifying agents, the
two most widely used have been sodium metal and
the alkali fluorides.  Modification, using alkali
fluorides, is more popular in Europe, whilst the
use of sodium metal, generally contained in a thin
aluminium capsule, is preferred in America and
Great Britain.

Mechanism

The exact mechanism of modification has been
studied by many investigators and several facts re-
garding the phenomenon have been established.
These may be summarized as follow: —

1 In an unmodified alloy containing 12 per
cent, or more of silicon, the silicon occurs as a
primary phase in the form of coarse needles and
plates. In a modified alloy, the silicon occurs as
a fine secondary phase of globular types. The
transition from unmodified to modified structure
is gradual, and one sample may contain both
modified and unmodified areas.5

2. The process of modification is accompanied

* Piiy'r nresfinted to thn American Foundrvrn'Ui’s Society a? an
Exchange Panrr from the Institute of Australian Fonndrym*n. The
author 1* Scientific Olficer, Defence Research Laboratories, Maribyrong,
Australia.

by an increase in both tensile strength and elonga-
tion.3 The finer state of distribution of the silicon
results in improved machinability.

3. Remelting of a modified alloy, or holding the
molten alloy for prolonged periods in the molten
state, results in a reversion to the unmodified
condition.

4. The silicon content of the eutectic apparently
increases from 11.7 per cent, to 14 per cent, during
modification; the temperature of the eutectic arrest
on cooling is also lowered,12 the amount of lower-

ing increasing with the cooling rate. Some work
has shown a eutectic arrest as low as 564
deg. C.1' 13

5. The addition of excessive amounts of sodium
to the alloys can produce “ over modification.” In
this condition, the alloy becomes susceptible to gas
porosity.15 "m15 It appears that the aluminium/
silicon alloys become more susceptible to gas
porosity the higher the sodium content, and alloys
with a sodium content only sufficient to give modi-
fication will absorb hydrogen more rapidly than
alloys in the unmodified condition.

Investigation of Modification Techniques

A comparison was made of three techniques
commonly used to modify aluminium/silicon
alloys containing approximately 12 per cent, silicon
using both flux and sodium-metal methods. The
modifying agents used were:—(1) A 66 per cent,
sodium chloride/34 per cent, sodium fluoride flux;
(2) a low-melting-point ternary flux containing 50
per cent, sodium chloride, 35 per cent, sodium
fluoride and 15 per cent, potassium chloride; (3)
sodium metal. The aluminium/silicon alloy was
prepared from commercial aluminium and silicon
metals. The compositions of these materials and
typical compositions of the final melts are shown
in Table I. The requirements of British Standard
2L33 alloy are given as a basis for comparison.

Table T.— Cf>mpn*itiov of A Untie,

Element (per cent.).

Sample.
Al Sl. Fe. Mn. Zn. Others.
Aluminium/ /99 .7 0.1 0.2 - - -
Silicon 1 - 9s 1.5 0.4 — 0.1
B.S.S.2L33 Rem. 10to 13 0.6 0.5 0.1 0.6
max. max. max. max.
AH1 Rem. 12 0.23 — 0.01 0 26
RL3 Rem. 12 0.21 - - 0.21
SH2 Rem. 12 0.20 - — 0.25

Charges of 10 Ib. each were melted in Salaman-
der crucibles in a coal-gas-fired furnace. After
melting, any residual sodium was removed by
adding hexachlorethane in successive amounts each
of 0.5 per cent, of the charge weight until the
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Fig. 1L—Photomicrograph of Unmodified Aluminium/
Silicon Alloy, x 200 mags; Plates and Coarse
Needles of Silicon between Dendrites of Al-rich
Solid Solution.

alloy was in the unmodified state. Samples were
taken in a small hand-ladle and cast in green-sand
moulds into bars approximately 4 in. dia. and
64 in. long. -One sample was taken before the
addition of the modifying agent and subsequent
samples 5, 10, 15 and 20 min. after the addition.
The temperature of the melt was measured by an
alundum-covered thermocouple and was held at
the two selected modification temperatures, 700 +
20 deg. C. and 800 * 20 deg. C. The melts were
stirred with a graphite rod before each sample was
taken.

The experimental results were expressed in terms
of five arbitrary states of modification based on
the microstructures of sections taken 4 in. below
the top of each bar. The microstructures typical
of these states were: —

Stage 1. The unmodified alloy containing plates
and coarse needles of silicon randomly distributed
in a matrix of aluminium-rich solid solution (Fig.
2.

Stage 2. Coarse needles of silicon between
dendrites of aluminium-rich solid solution (Fig. 2).

Stage 3. Coarse, rounded particles of silicon
between dendrites of aluminium-rich solid solu-
tion (Fig. 3).

Stage 4. A satisfactorily-modified structure with
fine particles of eutectic silicon and rounded
dendrites of aluminium-rich solid solution (Fig. 4).

Stage 5. An over-modified structure with coarse
particles of silicon and bands of aluminium-rich
solid solution containing needles of a ternary
aluminium/silicon/sodium phase (Fig. 5). A more
detailed discussion of these structures is given later
in the Paper.
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Fig. 2.—Structure of the Alloy shown in Fig. 1, but
‘cast at Stage 1, 5 min. after the Modification
Treatment; Coarse  Silicon Needles between
Dendrites of Al-rich Solid Solution (x 200 mags.).

Modification by Sodium Chloride/Fluoride Flux

The original patent application of Pacz® covered
the use of sodium and potassium fluorides as modi-
fying agents. Fluxes of this type generally consist
of mixtures of sodium fluoride and chloride. Typi-
cal modification techniques using these fluxes, as
given in the literature, are shown in Table II.

Table If.—Bin'in/ Flux TAterature References.

Compositlon. Per cent. Tempera- Time of
lieferencc. ture, treatment

NacC). NaF. charge. deg. C. in min.
Polvak1* 2 1 3 700-800 —_
Baikov18 2 1 1-3 780-S00 5-20
Botchvarl7 0 1 - 740-790 -
Duport® 2 1 1.5 900 5-10
AVeiter1* 1 2 0.4 700 —
Archerll o1 o 3 927 — .

A study of the above references suggested that
the most satisfactory flux would be a 2:1 sodium
chloride/sodium fluoride mixture; an amount
equal to 3 per cent, of the charge weight being
used at 800 deg. C. The references gave no con-
clusive information on the time of treatment for
satisfactory modification. A flux containing 66 per
cent, sodium chloride, and 34 per cent, sodium
fluoride was used, the amount of flux being 1, 2,
3 and 5 per cent, of the charge weight. The stages
of modification of the test-bars, as assessed by
metallographic examination, are given in Table 11I.

Techniques which gave satisfactory modification
were checked using fresh 10 Ib. melts, and the
results confirmed with those in Table Ill. During
the experiments with this flux it was found that
at 700 deg. C. the flux did not melt but only formed
a granular layer on the metal. At 800 deg. C., how-
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ever, the flux melted and covered the surface of
the melt. German work2 has shown that modify-
T.VBLK I[l.— Hi.nari/ Flux Modification Results.
Modification Amount State of modification aiter
temperature, of flux,
deg. C. per cent. 0 min. 5 min. 10 min. 15 min.
700 1 1 1 0 3-4
2 1 12 2-3 2
3 1 2-3 3-4 4
5 1 3-4 4 4
800 1 i 3-4 3-4 3
> 1 3 3-4 4
3 1 3-4 4 4
5 1 4 4 4

ing fluxes are most efficient when molten; this flux
should therefore be used at a temperature
approaching 800 deg. C.

Modification with Low-melting-point Ternary
Flux

Fluxes based on sodium chloride, sodium
fluoride and potassium chloride have a lower melt-
ing point than the binary sodium chloride/sodium
fluoride mixtures and their use permits lower metal
temperatures, decreasing gas absorption by the
melt and reducing fuel consumption and wear of
furnace refractories.

Welter18 obtained modification using a flux con-
taining 22 per cent, sodium fluoride, 15 per cent,
sodium chloride, 44 per cent, potassium fluoride
and 19 per cent, potassium chloride, 2 per cent, of
the charge-weight being used at 900 deg. C. A report
on German work on the development of a ternary
modifying flux2l described a flux containing 12 per
cent, sodium fluoride, 46 per cent, potassium
chloride and 42 per cent, sodium chloride which
was stated to melt at 650 deg. C. and was claimed
to be satisfactory for modification at 720 to 760

Fig. 3.—Stage 3 Structure, 10 inin. after Modification
(x 200 mags); Coarse, Rounded Particles of Silicon
between Dendrites of Al-rich Solid Solution.
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deg. C. A Belgian Patent covering the use of a flux
similar to this was taken out in 1943.20 The flux
addition was 1to 1.4 per cent, of the charge-weight,
the modifying temperature being 650 to 800 deg. C.
No definite time of treatment was quoted. Duport
and Caminadel described the use of this flux; the
conditions used being 2 to 4 per cent, of the charge
weight, 680 to 820 deg. C. modification temperature
and 5 to 10 min. treatment time.

The flux selected for investigation contained 50

Fig. 4.—Fully-modified Structure at Stage 4 (after
15 min.), x 200 mags; Fine Particles of Eutectic
Silicon in a Matrix of Al-rich Solid Solution.

Fig. 5—Stage 5, x 200 mags; Coarse Particles of Silicon
and Bands of Al-rich Solid Solution containing Needles
of a Ternary Aluminium/Silicon/Sodium Phase.
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Fig. 6.—Typical Fractures of Bars corresponding to the Stages of Modification shown in Figs. 1 to 5
(x 2 mags.).
per cent, sodium chloride, 35 per cent, sodium of 0.02, 0.05 and 0.1 per cent, of the charge jveight

fluoride and 15 per cent, potassium chloride, its
melting point being approximately 650 deg. C. The
amount of flux used was 1, 2, 3 and 5 per cent,
of the charge-vveight. The stages of modification
of the test-bars as assessed by metallographic
examination are given in Table IV.

Table IV.—Ternary Flux Modification "Results.

Modification Amount Decree of modification after
temperature, of flux,
deg. C. per cent. 0 min. 5min. 10min. 15min 20 min.
700 1 1 1 1-2 2 —
o 1 1 1-2 o —
3 1 1 1-2 2-3 -
5 1 1-2 2 3 4
800 1 1-2 2 o 2 —_—
2 1 o 3 3 4
3 1 2-3 3 4 —_—
5 1 3 4 4
Techniques which gave satisfactorily-modified

structures were repeated on fresh 10 Ib. melts; the
results confirming those given in the Table.

Modification Using Sodium Metal

The method of modification using sodium metal
was first described by Archer. The sodium was
placed in a preheated ladle, and the molten metal
at approximately 770 deg. C. was poured over it and
then allowed to stand for 10 to 20 min. before
casting. Later workers13,2 plunged the sodium
metal, usually wrapped in aluminium foil," under
the surface of the melt and held it there with an
inverted cup type of plunger until dissolved. The
amount of sodium used was about 0.06 per cent,
of the charge-weight, the metal temperature was
700 to 750 deg. C., and the holding times before
casting varied between 5 and 20 min. Additions

Table V.—Sodium Metal Modification Results.

Modification Amount legree of modification aft *r
ofsodium, .
deg. C. per cent. 0 min. 5 min. 10min. 15 min. 20 min.
700 0.02 1 1 3-4 2-3 2
0.05 1 2-3 3 2 1-2
0.1 1 1 4 5 4
800 0.02 1 1-2 1 1 1
0.05 1 5 4-5 4

of sodium wrapped in thin aluminium foil were
made in the present series and the stages of modi-
fication of the test-bars, as before assessed, are
given in Table V.

The techniques which gave satisfactorily-
modified structures were repeated and the results
confirmed those of the Table.

Conclusions

(1) Metallographic examinations showed that
modification affected the structures in a progressive
manner. The first change in the structure of an
unmodified alloy is that the random distribution of
the silicon particles changes to a dendritic form
in which the silicon/aluminium eutectic is present
between  well-defined dendrites of primary
aluminium-rich solid solution (Fig. 2). This change
is followed by a second phase in which the silicon
particles decrease in size more rapidly with increas-
ing degree of modification until, in a fully-modified
alloy, the particles are too small to be completely
resolved at a magnification of x 200 (Fig. 4). An
increase in the sodium content above that required
for modification gives an “ overmodified ” struc-
ture in which the eutectic silicon particles become
coarser and the aluminium-rich solid-solution areas
are banded, instead of being dendritic in shape.
A new, dark grey aluminium/silicon/sodium phase
appears as needles in the bands of aluminium-rich
solid solution.

(2) It was found that satisfactory modification
could be obtained at temperatures in the range
700 to 800 deg. C. with all of the three modifying
techniques investigated. Assuming that, for
economic reasons, 15 min. is the longest practical
modification time and that the amount of flux
added and the modification temperature should
both be as low as possible, the following flux
modification techniques are considered to be the
most satisfactory.

(ff) Binary flux—2 per cent, of the charge-weight
of a 66 per cent, sodium-chloride/34 per cent,
sodium-fluoride mixture allowed to remain on the
metal for 15 min. at 800 deg. C.

(b) Ternary flux—3 per cent, of the charge-
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weight of flux containing 50 per cent, sodium
chloride, 35 per cent, sodium fluoride and 15 per
cent, potassium chloride allowed to remain on the
metal for 15 min. at 800 deg. C.

(c) Sodium metal—0.05 per cent, of the charge-results in a loss of sodium,

weight of sodium metal plunged beneath the metal
surface at 800 deg. C. and the metal allowed to
stand for 10 min. before casting.
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ally with fluxes, it is considered that the use
of fluxes for modifying would give better results
than the use of sodium metal.

4) Degassing with chlorine-containing agents
it therefore being
necessary to degass with these agents before

modifying. This will also ensure that the residual
sodium content of the melt is low, enabling the

®3) The experimental work has shown that therefoundryman to adopt a definite modification tech-

is a difference in the progress of the modification
between the flux and sodium-metal techniques.
With flux techniques, the sodium content of the
melt will increase progressively during the progress
of modification whereas with the sodium-metal
technique the sodium content of the melt will reach
a maximum when solution of the sodium metal is
complete, and then, because of oxidation and
volatilization, decrease during the holding period
required for the sodium to diffuse throughout the
melt. The sodium content of the melt is therefore
always higher with the sodium-metal technique
than with the flux technique. As it is well estab-
lished that the rate of absorption of hydrogen by
the melt increases with sodium content,14d 15 there
is consequently more risk of excessive gas-absorp-
tion when sodium metal is used than when
modifying fluxes are used. Because of this and
also because the modification occurs more gradu-

niqgue without the need to consider the elfects of
varying residual sodium contents of the melt. If
degassing after modification is considered neces-
sary, dry nitrogen should be used.

RAPID TESTS FOR DETERMINATION OF
DEGREE OF MODIFICATION

For the control of modification, it would be a
great help to the foundryman if a rapid test to
determine the degree of modification of a melt
were available. To be of practical use, the test
should require only equipment normally used in
a light-alloy foundry and the correlation between
test results and stage of modification should be
reliable. For the purpose of this investigation,
three tests conforming to the first of these require-
ments were studied to determine whether or not
they gave a satisfactory indication of the degree
of modification of the melt.

F 6. 7—Bend Test Samples representing (left to right) Modification Stages 1 to 5 (approximately half size).
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Fracture Tests

Fracture specimens were prepared by machin-
ing a small groove around each test-bar, approxi-
mately 1in. below the position of the metallographic
sample and fracturing the bar. Typical fractures
of bars having structures corresponding to the stages
of modification described earlier are shown in
Fig. 6.

It was found that a completely-unmodified alloy
has a rough fracture, showing bright areas, the
latter being due to the large plates and needles of
silicon in the alloy. As modification proceeds and
the size of the silicon particles decreases, the frac-
ture becomes less rough and the size of the bright
areas decreases. When the silicon particles become
very small (stage 3), the fracture becomes dendritic
in character and, in general, a small area in the
centre of the section has an even, greyish appear-
ance characteristic of a fully-modified alloy. With
complete modification, the fracture is even and
grey in colour with some small bright areas.

In the case of a fine-grained alloy, difficulty was
experienced in distinguishing between stages 2 and
4. The most satisfactory distinguishing feature
was the presence in the fracture of elongated,
bright areas representing the silicon needles in
alloys in the second stage of modification. The
bright areas in a fully-modified fracture (stage 4)
were rounded in shape.

Bend and Hardness Tests

A 5-in. length was taken from the bottom of
the test-bars and bent slowly about its mid-point
over a mandrel 1 in. dia. The bending was con-
tinued until the first sign of cracking on the outer
edge of the bar. The angle of bend was measured
in degrees. The average angle of bend corre-
sponding to each stage of modification was as
follows : —

Stage 1 — 8 degrees Stage 4 — 9 degrees
.2 — 9 ” .5 —7 ”
. 3-14 ”
Bend-test samples of stages of modification 1 to
5 are shown in Fig. 7. From these results, the
ductility of the alloy appears to reach a maximum
at a stage corresponding to slight undermodifica-
tion.

Hardness determinations were made on the sec-
tions used for the metallographic examination. The
determinations were made using a 5-mm. dia.
indicator and 125-kg. load on a Vickers hardness
machine. The Brinell hardness numbers of most
of the samples were in the range 55 to 65. No
significant changes in hardness were found during
the progress of modification, the average hardness
of both unmodified and modified samples being 57.
The only change which was found was a narrow-
ing of the scatter of hardness readings as modifica-
tion proceeded. The average scatter of four
separate determinations on each sample decreased
from 4 points in the unmodified samples to 1 point
in the modified samples. It was considered that
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the change of hardness which occurs during modi-
fication is too small to say that hardness deter-
minations satisfactorily determine the stage of
modification of any particular melt.

Practical Value

(D) The investigation of several rapid tests which

could be used by foundrymen to determine the
degree of modification of a melt showed that frac-
ture tests of bars of equivalent thickness to the
casting being made would give a reliable indication
of the stage of modification of the melt. (2) Bend
tests are not considered satisfactory for foundry
control as the ductility reaches a maximum at a
stage of slight undermodification, but they may be
of use to supplement the fracture tests. (3) The
variation of hardness with the degree of modifica-
tion is not considered sufficiently large for this
method to be used for the following of the pro-
gress of modification.
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Shell-moulding and the Plastics Industry

Full

When the plastics industry was first established in
this country, there was much loose talk concerning
its potential competition with castings. In actual
fact, however, it has become a highly esteemed cus-
tomer of the foundries for presses and other equip-
ment, and over the last half-century, in which plas-
tics have been developed into the important
materials they are to-day, there has been a grow-
ing appreciation of the identity of interests between
the two industries. With the introduction of shell-
moulding this identity has been further cemented
and, because of it, the Editor recently paid a visit
to the extensive works of one of the pioneers of
plastics in this country, Bakelite Limited, at Tyse-
ley, Birmingham. Here it is possible to witness
the production of plastics in many of the forms in
which they are to-day most useful to industry—as
moulding materials, for example, from which com-
ponents of all shapes and sizes are easily mass-
produced, and as laminated sheet, rod and tube
which, if not outstanding for any one property, are
nevertheless remarkable for the combination of
such qualities as strength, light-weight, electrical
and chemical resistance which they offer.

Manufacture and Applications

These materials, like all forms of plastics, are
based upon synthetic resins, which must be manu-
factured under meticulously controlled conditions if
a uniform product is to be obtained. The raw
materials—phenol (a by-product of coal) cresol,
formaldehyde, etc.—are first fed into great, steam-
heated stills, and from these, when cooled, an amber-
like solid is obtained, which is then ground and
carefully blended. As either liquid or powder, the
resultant resin is already of great industrial value.
Itis, for instance, incorporated in most modern paints
and varnishes to increase their protective qualities,
and, with suitable modifications, is widely used to
provide adhesives for the woodworking industry and
bonding agents for lamp-capping, grinding wheels
and brake linings.

It is in this form, too, that plastics are chiefly of
interest to the foundry industry. They have long
been used in solution to seal porous castings and
this process has made such progress that there are
now a number of firms up and down the country
which operate plants specially designed for the
treatment -of defective castings. Much has also
been done for the industry in the development of
synthetic core-binders, the progress of which has
been phenomenal, and now we are on the brink of
the infinitely more important developments which
the shell-moulding process portends.

From the point of view of plastics manufacturers,
it is emphasized that the provision of suitable resins
for this process is not in any way different from
the production of bonding agents for the variety
of purposes already mentioned. Whereas for the

Co-operation being accorded to Founders

foundries, therefore, shell-moulding constitutes a
revolution, to the producers of resins it signifies
merely a variation of a technique for which they
have long acquired the “ know-how.” The value
of synthetic resins in fact lies in the many variations
of which they are capable, and it is for this reason
that such careful control in their manufacture is
necessary. It has also meant that plastics manu-
facturers are well used to tackling the problems of
other industries and, in keeping with their past
practice, they are now rapidly familiarizing them-
selves with foundry requirements.  The scientific
facilities of Bakelite Limited, indeed, are at first
sight bewildering, for they must possess at a mini-
mum a dozen laboratories devoted to either product
control, development or pure research. For some
time past, too, they have been providing demonstra-
tions of shell moulding to interested foundrymen
and it is now their policy to reinforce these services
by the erection of a metallurgical workshop staffed
by practical foundrymen. The installation of a cru-
cible melting furnace is well under way and foundry-
men will soon be able to witness the whole process
with, if they wish, moulds made from their own
patterns. Already some fifty foundries have sent
in patterns of varying complexity and, from these,
shells have been made for submission to standard
testing.

Clamping of Shells Superseded

One difference between the methods used by
Bakelite Limited and those seen elsewhere is that
bent nails and similar means of clamping the half-
moulds together are discarded by this company.
Instead, one half-mould is daubed with a synthetic
glue (also made by the firm) whilst on the other
half is spread an accelerator. When these are
brought together, bonding takes place in a few
minutes and a joint is formed which is well suited
to resist the strains set up by the liquid metal. This
process is the subject of a patent application.

The Editor discussed with the technical staff of
this concern the potentialities of shell-moulding and
its future requirements. Once the process is estab-
lished, it is anticipated that there will be a very
heavy demand for resins, but it is deemed that the
resources of the plastics industry will be quite
capable of meeting it.  This company alone has
three different resins for the process already in
guantity production, and it was pleasing to learn
that two firms—one the largest supplier of foundry
equipment in this country and the other notable
for its contribution to tooling-up the plastics in-
dustry—are devoting their energies to the creation
of special plant for rationalizing the process. Whilst
admitting that the plastics manufacturers have here
a promising field for expansion, the foundry in-
dustry should be grateful to them for their co-
operation, for the service given is of the highest
order.
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Merit Rating for Apprentices

A merit rating scheme for apprentices, a feature of
the comprehensive training programme introduced at
the beginning of last year at Smith & Wellstood Limited
and its subsidiary, Mitchell, Russell & Company,
Limited, ironfounders, Bonnybridge, Scotland, is com-
mended in a recent issue of Target. Details of the
scheme are as follow:—

Bonuses arc awarded on quarterly assessment reports
by the training supervisor, factory or foundry manager,
and the foreman of the boys’ shop. Assessments are
carried out under five categories:

1. Workmanship and progress; care, method, skill,
and quality of work; adaptability at learning new jobs;
handling and care of tools (maximum points: 35).

2. Industry and perseverance; hard work, interest in
work; keenness; perseverance in less-interesting jobs
(maximum points: 25).

3. Co-operation and general attitude; helpfulness to
fellow workers, foreman and managers; willingness;
friendliness; initiative; attendance at continuation
classes, i.e. day-release, or evening classes (maximum
points: 20).

4. Conduct and appearance; behaviour; respect for
elders; obedience to safety and work rules; pride in
appearance (maximum points; 15).

5. Timekeeping and attendance (maximum points: 5).

Bonus is not paid for 50 points or less. For a score
of 51 points, the bonus is 9d. per week, rising by 3d.
a point to 60 points, and then by 6d. for every point
up to 70. Higher bonuses arc paid to top-scoring
apprentices with 71 to 100 points, viz. 71 to 80, 10s;
81 to 90, 12s. 6d,; 91 to 100, 15s. Besides his own
report, each boy is allowed to see the scores of other
boys; he thus knows the categories in which he needs to
improve. The training scheme, as a whole, is designed
to attract a good-calibre apprentice, particularly in
moulding and fitting.

Working the Scheme

Details of the scheme were first published in the lo”al
press, with an account of prospects for an apprentice
after training. The firm’s training supervisor, who ad-
ministers the scheme, met local Youth Employment
Officers and headmasters. A boy is first interviewed
by the training supervisor; the supervisor talks with the
boy’s headmaster and the boy is finally seen by the
foreman under whose charge he will be. The pro-
bationary period of three months begins with a one-
week introductory course during which the apprentice
is taken round every department in the two works.

Training becomes more specialized at the end of the
first week, when the boy is assigned to his own par-
ticular department. Here he is engaged on productive
work, besides being allowed to attend day-release classes
once a week. Foundry apprentices attend the Burn-
bank Foundry Trade Centre in Falkirk. Apprentices
in other trades attend appropriate technical schools.
Not until satisfactory reports are received from all
quarters at the conclusion of the three-months’ trial
period is an apprenticeship agreement entered upon.
At the conclusion of the full five-year period each boy
is presented with an official certificate of apprenticeship.

A statement made on behalf of the Amalgamated
Union of Foundry Workers, the United Pattern Makers
Association, and the General Ironfounders’ Association
says: “ This scheme has had a very good effect on the
apprentices. ... It has been the means of attracting a
good class boy to the industry. ... We approve of the
training scheme, and, so far, have been able to see that
it is going well.” The National Light Castings Iron-
founders’ Federation, in a tribute to the scheme, also
stresses the values of attracting good-quality apprentices.
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Book Reviews

Handbucli der Schmelz-und Legicrungspraxis in dor
Mctallgiesserci (Handbook for Me.ting and Alloy-
ing Practice in the Non-ferrous Foundry) by A.
Schulenburg. Published by Fachverlag Schiele und
Schon, 10 Boppstrasse, Berlin, SW 29, Germany.
Price 18 D.M.

The Author points out in the foreword that this book
is written for a practical foundryman, but the student
will also benefit from reading it. The question is, is
there such a thing as a practical foundryman in a
modern non-ferrous foundry? In this age of specializa-
tion there is a foundry manager, foundry foreman,
foundry metallurgist and a works engineer. Each of
them requires more specialized knowledge than this
book conveys. It contains very little basic knowledge
one would expect to find in a handbook, and what
there is, is at times somewhat contradictory particularly
as far as degasing is concerned. The statements that
lead could be alloyed easily with copper and no phos-
phor content in tin bronzes over 0.5 is of any use,
would not be shared by some experts. No serious
foundryman will agree with a statement that the metal
scrap lying out of doors exposed to the weather would
adversely affect the quality of the metal.

Various good practical hints can be found in the
book, particularly so far as the treatment of crucibles,
use of pyrometers, etc., are concerned. The chapter
dealing with the chemical corrosion is somewhat vague
and inconclusive. The book is divided into two parts,
one dealing with heavy metals, the other describing
the melting and alloying of light alloys.

G. S

Technical Report New Series. Vol. 1. Published by
the British Engine Boiler and Electrical Insurance
Company, Limited, 24, Fennel Street, Manchester
4. Price 12s. 6d.

The reviewer well remembers the earlier series of
these important reports. In them were detailed many
cases of failure in service of iron castings. This present
volume is devoid of such cases, yet this does not mean
it is devoid of interest for foundrymen. On the con-
trary, there is the failure of a crane-hook which caused
a fatal accident. It was, at the time of the accident,
lifting a much heavier load than it was rated to carry.
Ttie nook was made from unsuitable material, but if
it had only been regularly heat-treated, it would most
probably have responded to the conditions imposed.
This Report takes up nine pages, is well illustrated,
and makes fasc.nating reading. Another report wn.ch
interested the reviewer was the failure of a steam-
engine crankshaft. There is a report on defective
squirrel-case motors, which is the only case reported
of the failure of a casting. The rotors of the motors
in question are a composite of an aluminium casting
and steel inserts. The failure was to the opening up of
the mould before the metal had properly set, plus the
incorrect assembly of the lamination. It sems a pity
that these excellent reports should be anonymous. The
book which runs to well over a hundred -pages con-
tains sixteen reports and a paper on “ Some Sources
cf Error in Quasi-Static and Impact Notched-bar
Testing,” by Mr. G. A. Cottell. The only criticism
the reviewer would make is that the interest of the
book would be enhanced by the captioning of the illus-
trations.

Davy & United Engineering Company, Limited—
Mr. K. c. Gardner and Mr. F. J. Browse have left
the board.
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Foundry Sand Control

Special Application to Synthetic Sand Practice

By A. Tipper, M.Sc. (Eng.), F.I.M.

The object of this Paper is to discuss those characteristics of moulding sands which are of particular
importance to foundrymen in producing good moulds and good castings, and in doing so the Author

reviews the various methods at present used for

routine sand control, the investigation of sand

properties, and possible causes and cures for certain sand troubles.

Causes of Sand Defects

Sand defects in castings may be (a) merely an
occasional trouble due to the human element, for

example, inadequate venting—causing *“ blown”
castings; (b)  too-hard ramming, causing
“ buckles ” and *“ blows and (c) to.o-soft ram-

ming, resulting in “ swells ” and rough surfaces.

Other defects may be due to failure or bad
adjustment of the moulding machine, causing:—(a)
Patchy moisture and under-milling of sand, (b) low
strength and/or plasticity, and (c) uneven ramming
or slinging.

Yet a further class of defects may be caused
by a malady of the sand in wuse, causing a
fluctuating or persistent occurrence of defects, such
as:—(a) A sand lacking in plasticity and strength;
(b) a sand with too high a proportion of fines,
giving low permeability; (c) a sand with poor
refractory characteristics, causing burning-on and
bad surface finish; (d) a sand which is tough and
lacking flowability; and (e) a sand with unsuitable
grading.

The question is how to prevent or reduce the
incidence of sand defects and the first step must
be to apply some measure of general sand control.
Routine testing will include tests for moisture;
green-strength in compression; shatter; mould-hard-
ness and permeability; and the occasional determi-
nation of mechanical grading, clay content,
coal-dust or pitch content, dry-strength, and defor-
mation and hot strength.

Control Determinations

Dealing now with each property in more detail—

Moisture is usually determined:—(a) By the
hand method (which includes a measure of plasti-
city), e.g., “ feel ”; (b) by the “ speedy” moisture
tester or Moisture Teller; and (c) by the electrical-
resistance moisture-meter (which can be used to
give a continuous record of sand travelling along
a belt, as distinct from individual tests). Great
attention must be paid to securing uniform
moisture by adequate distribution and tempering of
the sand leaving the sand plant, such as by the use
of clay slurry (used at Coneygre and Sheepbridge
foundries), or clay and coal-dust or pitch and
water. It is known that both green-strength and
dry-strength properties are materially affected by
the moisture content whatever type of clay bond

* Paper given to the East Midlands branch of the Institute
of British Foundrymen.

be present and, when dealing with a synthetic sand,
the permissible moisture range is appreciably less
than with a naturally-bonded sand, and therefore
sand control is also more important.

Drying-out of the sand surface is a major cause
of sand “ washes,” inclusions, etc., and the sharper
the peak of the moisture/strength curve the greater
is this danger. Indications are that the nature of
the bonding clay has an influence on the *“ fri-
ability ” of an air-dried mould. Methods of over-
coming this trouble include the making of various
additions, such as: —

(@) Water attracting agents such as molasses,
wood extract, dextrine or core-gum, glycerine
(ethylene glycol), and the use of surface wetting
.agents, which may be applied as sprays;

(b) Additions of fuel-oil, resin and pelleted
pitch, which increases the plastic-bond and hot-
strength without needing the presence of water,
so maintaining the bond strength with a mini-
mum moisture content in the sand; or

(c) Fine sand or silica-flour to reduce the pore
size and permeability of sand surface, etc.

One factor which has not yet been mentioned in
dealing with the question of moisture control is that
of sand temperature. This, as is well known, is
one of the major “headaches” in operating a
mechanized plant, and whilst the addition of water
from sprays as soon as possible after the knock-
out helps to reduce the sand temperature, some
form of air-cooling with consequent loss of mois-
ture is often necessary, and the answer seems to
be in having sufficient space and quantity of sand
in the system to allow time for this cooling to
take place, and to permit the final adjustment of
moisture in the cooled sand.

Green-strength.—Whilst the green-compression-
strength test measures the ability of rammed sand
to withstand a slowly-applied load in compression,
it is an arbitrary measurement depending on con-
ditions of preparing the test-piece, and it is known
that this does not completely measure the mould-
able properties of a foundry sand, which takes into
account its plasticity, i.e., the deformation (or the
ability to flow without rupture) which the rammed
sand will permit. The mouldability or plasticity
of sand has been defined as “ that property which
determines its cohesive power, or its ability to be
moulded and retained in a desired shape.” This
implies the properties of rigidity and plastic flow
(without plasticity). Deformation under stress may
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Fig. 1—Plastic Behaviour of Sand in Compression
for a Sand bonded with 5 per cent. Fulbond I.B.

be of three types:—(1) Elastic, as in metals, etc.;

(2) viscous, as in fluids; and (3) plastic, as in sand.

Several methods have been suggested for measuring
these two properties quantitatively, and at present
they are being investigated by the Joint Sands
Committee and by various individuals to determine
suitability for putting forward as standard foundry
tests.

The methods include: —

(@) Measuring the amount of work required to
cause deformation (e.g., the work required to rup-
ture the 2 by 2 in. compression test-piece) which is
obtained by calculating the area under the stress
deformation curve to the point of rupture. This is
now often referred to as the toughness (Figs. 1
and 2).

(b) The measurement of deformation—as a
criterion of the moulding properties of a sand when
considered together with the green-strength.

(c) The determination of “ bulk density before
compression,” and from these results to determine
the optimum moisture content for maximum plas-
ticity, i.e., the minimum density or packing is shown
to correspond to maximum plasticity as assessed
by other tests and “ feel.”  This test relates the
energy to rupture the bond (e.g., plasticity) to the
packing-density for each moisture content chosen.

(d) The shatter test is an empirical test to measure
the “ toughness ” of a rammed sand mass. The
shatter-tester was devised for the easy control of
normal moulding sands, especially for sands used
in a mechanized system. The test is practical and
can be carried out by anyone unfamiliar with the
normal routine tests and can be carried out in the
immediate vicinity of the sand mills. A system-
sand, once established, can be controlled to the
limits required for all norma! moulding procedure
by the use of this test, but it does not eliminate the
usual moisture, green-strength and permeability
tests. Its objective is to provide a sand of given
“ shatter ” which will ensure adequate lifting proper-
ties and yet have good flowability. The ideal value
must be established by trial and error and, for
preference, should be kept in the limits of plus or
minus 3 to 5 per cent, from the given value. This
will ensure that machine moulders are provided
with a sand which can be jolted for a given time
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and yield a series of moulds of the same mould
hardness and density. The percentage of a given
sample retained on i in. mesh represents the shatter
index of the sand.

Controlling Factors

All these tests give added information on the
moulding properties of a sand—in particular the
shatter-test is simple and easy to perforin, giving
reproducible results and is sensitive to moisture
variations. Plasticity and strength are dependent
on a number of factors which are fairly well known,
and are inter-related with the nature of the sand
grains (small grain size and low angularity give
high deformation); the bonding material (static and
mobile bond), and, of course, with the moisture
content. Permeability is largely dependent on the
grading of the sand grains (which can be controlled,
particularly in a synthetic sand), but also on the
degree of ramming (as measured by the bulk-
density value). Dr. Davies, in his book on
“ Foundry Sand Control ” has drawn attention to
the usefulness of the “ bulk-density v. moisture ”
curves for various sand mixtures as indicating the
plastic range for a particular type of clay bond and
the optimum moisture content for maximum
toughness.

In practice, it is necessary to determine by experi-
ence on various types of castings the safe range of
mould hardness/strength and moisture contents for
low bulk-density causes swells and sand “ washes ”
and penetration. Too high a bulk-density may
cause buckles, scabs and burnt-on sand. The bulk-
density gradient enables conditions in a mould to
be investigated.

Bulk Density v. Mould Hardness v. Compression
Strength

Whilst the dry-compression, transverse or tensile

strength is readily determined, far less is known

about the hot-strength of moulding sands and its

relation to defective castings. It is known that the

dry-strength of any sand depends upon the nature

Fig. 2— Graph of Work-to-rupture Values against
Moisture Content for Moulding Sands of Two
Types, A as in Fig. 1 and B bonded with 7.5
per cent. Kloidex.
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of the bonding clay, as well as on the amount of
clay and water present. Failures are seldom due to
lack of dry-strength alone, although sand “ washes ”
are often attributed to low dry-strength. Friability
is probably due to loss of moisture and other factors,
which may be correlated with a low-dry-strength
clay-bond, plus the important influence of special
organic additions, e.g., pitch, coal-dust, etc. The
hot strength of moulding sands depends largely on
the nature of the mineral constituents of the clay
and fines in the sand and can also be influenced by
the temperature at which the bonding clays reach
their hot-strength peak. This varies for particular
clays, e.g., kaolinite clays develop their maximum
strength at considerably higher temperatures than
the bentonites. Ideally, the hot-strength should be
developed as quickly as possible to resist “ washing ”
at the surface of a mould on pouring.

The difference between strength at elevated tem-
peratures and the “ retained strength ” on cooling
down to room temperature is dealt with in Dr.
Davies’ book. The low retaincd-strength is said to
be due to thermal shock and the cracking of the
sand mass. Again, this will depend on both initial
moisture content and ramming density.

Choice of Sand

The selection of a sand must depend partly on the
availability of supplies of local material, either
naturally-bonded or of the silica variety, suitable
for the production of synthetic sand. The choice as
to whether natural or synthetic sands are to be used
can be dealt with by stating that whilst “ natural ”
moulding sands have definite advantages in (a) a
wider moisture range (giving easier patching and
less drying out), and (6) generally finer texture,
giving more easily a smooth finish to the casting,
these advantages are generally outweighed by the
several advantages of the synthetic moulding sand,
which include:—(a) better refractoriness, e.g., less
burning-on; (b) higher permeability, giving less
chance of “ blows (c) easier and closer control
of properties, and (d) ease of securing any combina-
tion of green-strength, dry-strength and good
permeability.

Scabbing may be a greater problem with the
more-uniformly-grained synthetic sand but can be
overcome in a number of ways, for instance, by the
addition of various kinds of combustible material,
or by blending different types of sands. Synthetic
sands on the whole should be more uniform or
reliable than “ natural ” moulding sands, and be
particularly suited to the requirements of the highly-
mechanized foundry. In considering natural-bonded
sands, apart from the factors of availability and
price, there are questions of:—(a) bond strength;
(6) refractoriness; (c) grading and permeability, and
most important (if) uniformity of clay-content,
grading, etc., to be considered.

Examination of a “raw ” natural-bonded sand
should distinguish between what has been called the
“ static ” and the “ mobile ” bond. The mobile
bond is that which can be removed from around
the sand grains by simple water washing or be trans-
ferred from grain to grain. That referred to as
static is the fixed coating on the sand grains not
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readily removed, e.g., limonite, and glauconite,
which form a key for the mobile bond. The static
bond (present in most Bunter red moulding sands)
has a greater effect on strength than a similar
amount of mobile bond. The smooth-surface, clean,
silica grains used for synthetic sand need to develop
this static coating (the process being assisted by coal-
tars, etc.) before they will respond fully to clay
additions.

Interpretation of Results

(1) General trends can be recognized from graphs
of routine sand-control tests and remedial action
can be taken. (2) Sporadic outcroppings of particu-
lar defects may be localized to a particular section
of the foundry; a particular machine; a particular
operator, or a particular job. Then with the help
of the mould-hardness tester, moisture-meter and
perhaps an investigation of the grading or clay con-
tent, coal-dust content or permeability at various
ramming densities, the various possible causes can
be eliminated one by one, till the cause of the
trouble is found and cured.
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Claim Against Foundry Fails

Sheriff-sub. Macgregor, Q.C., has issued judgment
in an action in Falkirk Sheriff Court at the instance
of Douglas M. Gillan, iron moulder, against his em-
ployers, Mitchell, Russell & Company, Limited, Chat-
tan Foundry, Bonnybridge. The man sued for £1,500
damages in respect of an accident which occurred
in the moulding shop on December 20, 1950, when he
fell while carrying a ladle of molten metal and sus-
tained burns to his left foot and ankle. Gillan averred
that, as he was walking towards the row of boxes
which he was about to cast, he tripped over a ridge
of hard sand four to six in. high, which formed an
obstruction on the passage-way on which he had to
walk. He held that the accident was due to defenders’
breach of Section 25 (1) of the Factories Act. 1937,
which provides that all floors, passageways and gang-
ways shall be of sound construction and properly
maintained, and of Section 26 (1) of the Act which
provides that there shall, so far as practicable, be
provided and maintained safe means of access to every
place at which any person has at any time to work.
The firm denied the pursuer’s allegations and said the
passageway was of sound construction, properly
maintained and a safe means of access to the working
mplace. After proof, the Sheriff-sub. has granted
decree of absolvitor in favour of defenders and found
the pursuer liable for expenses. He found that the
passageway was constructed and maintained in accord-
ance with the standard required by the Act and that
it was safe for men having to pass along it while
engaged in their duties.
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Italian Metallurgical Industries

Survey by our Rome Correspondent

Non-ferrous

The production of raw aluminium in Italy, amount-
ing to 37,800 tonnes* in the first nine months of 1951,
shows an increase to 39,500 tonnes in the correspond-
ing period of 1952 and should have exceeded during
the year the forecast figure of 50,000 tonnes. There has
been a considerable increase in the manufacture of-inter-
mediary products of pure aluminium and itsalloys, from
27.500 in the first nine months of 1951 to 33,900 tonnes
in the corresponding period of 1952 and the total pro-
duction last year will be of the'order of 45,000 tonnes as
against 42,000 in 1951. The import of raw aluminium
and intermediary products shows an increase from
3.000 tonnes in the first nine months of 1951 to 3,500
in the corresponding period of 1952, while exports
diminished from 9,500 to 8,000 tonnes.

Imports of copper showed a decrease from 53,900
tonnes in the first nine months of 1951 to 39,100 in
the corresponding period of 1952. The manufacture
of intermediary products of pure copper shows also
a decrease from 40,000 to 37,700 tonnes. Reduced
activity has been also noted in industries concerned
with intermediary products of brass and copper (from
37.000 in the first nine months of 1951 to 36,000
tonnes in the corresponding period of 1952).

As to the other metals, the production of lead has
kept at about the same level while a considerable
increment has been shown for zinc. In the secondary
metals industry, there was a lowered production of
aluminium and its alloys (from 16,000 in the first nine
months of 1951 to 13,000 tonnes in the correspond-
ing period of 1952) and in secondary copper from
7.500 in the first nine months of 1951 to 4,000 tonnes
in the corresponding period of 1952.

On the question of prices and supply of the non-
ferrous metals, if aluminium be excluded (the price
of this being established by the Government), a con-
siderable reduction has been seen for all the other
metals during the first five months of 1952; and the
levels have been successively stabilized at the price
reached by the end of May. Waith the one exception
of nickel, which is still in very short supply, the con-
dition Iof the supply market for these metals is about
normal.

Iron and Steel

The Italian iron and steel industry has shown in 1952
a satisfying increase in productivity in comparison with
the preceding years and the levels attained before the
second world war have been exceeded in all sections,
due to the improved supply of raw materials and the
rearrangement of industrial plant, the reconstniction of
which has been almost completed. An impetus will be
given bv the exploitation of the new plant situated in
Cornigliano, to be inaugurated in 1953. The per capita
consimot on of steel in Italy has increased from 167 Ib.
in 1951 to 191 Ib. in 1952.

The consumption of raw materials by the Italian
iron and steel industry has shown a considerable in-
crease in the past year. Usage of iron ore and agglom-
era'ed products, that amounted to 1,692,000 tonnes in
1951, will have increased, according to the general fore-

casts to about two millions in 1952.
* Metric tons of 2,200 Ib. are retained throughout this
article, as conversion to tons of 2240 |Ib. would only be

confusing when only figures in round numbers are being
quoted.

A change in the structure of the Italian iron and
steel production has permitted a larger utilization of
ores which are more readily available than of scrap
iron. At the new levels of production. Italy now holds
the sixth place, as producer of iron and steel among the
countries of Western Europe.

The production of iron castings, continuously rising
since the end of the second world war, amounted to
844,000 tonnes in the first nine months of 1952 and
should have exceeded an output of one million tonnes
for the year. The cast iron/raw steel ratio increased
from 21 per cent, in 1950 to 31 per cent, in 1951 and
32 per cent, in 1952. It is interesting to note the high
value attained bv the production of electrically melted
cast iron.

The production of ferro-alloys has also shown a
good increase in the year, surpassing 88,000 tonnes in
the January to September period. The increase has
been noteworthy in cases of ferro-mangancse and ferro-
silicon. Steel production amounted to 2,626,500 tonnes
in the first nine months and should have attained
during 1952, according to the general forecasts, a
figure of about 3,500.000 tonnes of which 43 per cent,
was made by the electric-furnace process. Alloy steels
constitute 9 per cent, of the total production.

Owing to the increased national production and the
higher prices of the foreign products, a considerable
reduction in imports of pig-iron and steel has taken
place. Exports on the other hand have shown a slight
improvement, particularly in the case of ferro-alloys
and seamless tubes. The course followed in 1952 by
prices on the iron and steel side has been normal.

French Coal and Steel Plans

The main lines of the second French development
plan have now been made clear. The aim is to-
continue and extend the first plan, to raise the general
level of industrial equipment and methods in order to
remove anomalies such as that in Lorraine, where blast
furnaces erected before 1914 still work near newly con-
structed modem units, and, thirdly, to prepare the
French economy for the competitive conditions that
will be encountered in the common European economy
which is gradually being created, for example, on the
common market of the European Coal and Steel
community.

It is hoped to increase industrial production between
1953 and 1956-57 by 30 per cent, over the level reached
in 1952. Coal output is to be expanded to 60,000,000
metric tons by 1956-7 (compared with an estimated out-
put of some 55,000,000 tons in 1952), and to 65,000,000
tons in 1960. Crude steel production is to be increased
to between 15,000,000 and 16,000,000 metric tons by
1956, compared with the present capacity of approxi-
mately 12,500,000 tons.

The August-Thyssen-Hiifte in Western Germany has
recently blown in a fourth blast furnace, increasing
the pig-iron making capacity of the works to approxi-
mately 800.000 metric tons annually. Pig-iron produc-
tion in December, 1952, totalled 55,000 metric tons,
while steel production is at present running at a monthly
rate of 13,000 to 14,000 tons. The steelmaking capac-
ity of the plant is expected to increase sharply when
further furnaces are brought in early this year.
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Non-ferrous Foundry Transferred

Developments at George Kent, Limited

About six months ago, it was recorded that the foundry of George Kent,

Limited, had been trans-

ferred from the Biscot Road Factory to new premises known as the Lea Works on the other side of

Luton town.

This foundry is now in full production and it is possible to outline the layout and methods

adopted for a variety of non-ferrous work.

Last year, George Kent, Limited transferred to
their newly-acquired Lea Works in Luton, their non-
ferrous foundry and the illustration at the foot of
this page shows a model which was prepared to help
in determining the layout of the new premises. The
old foundry went on working until July 18, when the
works holiday began; and the first casting from the
new foundry was produced at 8 a.m. on August 5.
The firm’s output consists of high-quality castings
used in water-, oil-, steam-, air-, gas- and petrol-
meters. The manufacture of these meters, and other
industrial instruments, embraces many *“ purpose-
made ” devices designed for a few specialized appli-
cations only in a limited field and for which the
chances of repeat orders are small. Many of the
castings have to be pressure-t;ght, and the com-
promise between high standards of finish,
freedom from gas-holes, and thin-walls
for optimum weight saving, is difficult

of attainment. To complicate
matters further, the plant is
situated in an area

where labour is
scarce, especially for
relatively uncon-

genial  work.

It has been

found necessary, therefore, to exploit to the full
recent developments in foundry technique, such as
arranging a large proportion of the work on pattern-
plates for machine moulding, introducing roller-
conveyor tracks for reducing handling, and produc-
ing air-blown resin-bonded cores, by semi-skilled
labour on machines. On the other hand, such jobs
as large “ venturi” throat castings weighing up to
3,000 Ib. are moulded by strickle board and loam
cores arc employed. Fig. 2 shows a general view
of the new foundry taken from above the furnaces.
The foundry occupies 20,000 of the total 63,000
sq. ft. of the new factory and thus forms a major
portion of the new flow-production scheme.

Fig. 1—Model of George Kent’s
New Foundry used in planning
the project. The End of the
Model in the top, riglit-hand
corner shows some of the Pro-
posals as yet incomplete. There
Is provision on a Mezzanine
Floor for a Coal Bunker. Core-
sand Preparation and Testing
Equipment, and an Ablution
Block.
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Non-ferrous Foundry Transferred

Equipment

Ingot metal is received and stored on steel pallets
in a compound outside the foundry wall. The fur-
naces are fed by means of a Ransome 1-ton fork
truck, which loads the pallets through hatches in the
wall on to a platform served by roller track, running
the whole length of the row of furnaces, the height
of this platform being such that ingots can con-
veniently be fed into the tops of the furnaces as
required. The melting installation consists of four
450-1b. .Morgan units (coke-fired) and two 600-Ib.
Polford units (oil-fired), all of the tilting type. The
ancillary equipment, fans, etc., are housed under the
roller platform and separated from the furnaces by
a brick wall, which layout makes for reasonable run-
ning conditions and easy maintenance. Metal
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is taken to the moulds in 150-Ib. plumbago cru-
cibles, carried by Roper hoists on a King Super-
track monorail, with a convenient arrangement of
loops and track switches.

Sand and Moulding Plant

New Bromsgrove red sand is delivered by road
transport and unloaded through a hatch in the wall
into a bin adjacent to the returned-sand bin. Then
in suitable proportions of new and old, sand is con-
veyed by skip-hoist to a breeches hopper and dis-
charged into one of two Pneulec 6-cwt. batch-type
mills and water is added in measured quantity (de-
termined by a Kent water-meter). A system of elec-
tric indicators and mechanical interlocks of the firm’s
own manufacture is operated by signal-type levers
and is designed to eliminate double loading and other

Fig. 2—General View, taken from above the Furnaces, of George Kents New Foundry, from the Sand
Mill End, showing the Sand Supply-bclt and Ploughing-off Arrangements at each Hopper, as well as

the Bin for Floor Moulders’ Sand at the end of the Belt.

A Vertical Core-oven is visible in the

top Left-hand Corner and a Pallet of Metal Ingots is shown in the Left Foreground.
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mistakes on the part of the operator which might
damage the plant.

Mixed sand discharged from thé mills is received
by a Paterson Hughes conveyor belt and delivered
into ovérhead hoppers situated at each of the six
moulding machines and also into a bin at floor level,
for the use of floor moulders. A gangway beside
the belt facilitates maintenance and gives access to
the ploughs controlling the supply to each hopper.
The belt has a delivery capacity of 15 tons per hour.
The moulding machines comprise two models by
Stone-Wallwork and four by Eastern & Johnson
(Zimmerman type) and are situated inside a con-
tinuous loop of Rownson heavy-duty roller track.
Moulds are laid down, cored and closed on short
lengths of track at right angles to the main loop.

Pouring, Sand Return and Fettling

Pouring is carried out immediately in front of the
line of furnaces and, after a cooling period, the
moulds are then pushed round to a Sherwen mag-
netic shake-out supplied by Fraser & Chalmers.
Used sand passes through a floor grid, on to an in-
clined conveyor belt, and after passing a magnetic
separator and negotiating a right-angle turn, reaches
and discharges through a rotary sieve at high level.

The fettling section is installed immediately adja-
cent to the shake-out and is equipped with abrasive
cutting-off machines and a bandsaw. Two Duplex
stand grinders are employed for rough fettling,
and shot-blasting is done in a tumbling-type
machine made by St. Georges Engineers, Limited,
and a cabinet shot-blast plant furnished by Tilgh-
man’s Patent Shot-blast Company, Limited. Bench
fettling is assisted by pneumatic shipping hammers
of various sizes. Finished work and runners are
taken away by Ransome fork truck or Collis jack-
lift truck and steel pallets.

Other Services

Modern methods are used for coremaking. Resin-
bonded cores are blown by two 75-lb. Titan core-
blowers and also by cartridge-type blowers (by
British Ronceray). “ Green ” cores are stoved in a
vertical continuous conveyor oven made by the
Foundry and Engineering Company, Limited. Other
cores are hand made in the wooden coreboxes by
girl labour. Raw sand for coremaking comes from
Maidstone. Eventually, it is intended that all sand-
preparation, drying, etc., shall be done on a mezza-
nine floor over the coreshop, so that supplies can be
fed down hoppers to the benches.

Large loam cores are used in some of the larger
jobs. These are dried in a large brick-built core
oven, heated by a unit supplied by Foundry Re-
fractories, Limited, and temperature control in this
oven is by Kent instruments. A rolling-axle bogie
runs into the oven, giving very easy handling of the
quite heavy weights. This oven is situated outside
the main wall and at the end of the floor-moulding
section. A two-ton electric and a hand gantry crane
serve this area, for assistance with both mouids and
cores. The whole foundry is spanned by a 15-ton
gantry crane of 57-ft. span. The core shop also
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caters for some special castings made by core-
assembly methods—oil-meter castings, for example.

The quite large output also of aluminium castings
are mainly floor moulded. Both bale-out and tilt-
ing furnaces are employed for melting this metal;
they are oil-fired and of 200-lb. capacity. The oil
supply for the furnaces, generally, is contained in
two 1,000-gallon underground tanks. It is pumped
to two 100-gallon head tanks mounted on the out-
side wall and thence is gravity fed to the burners.
The fire hazard is covered by valves, held open by
air pressure. When the foundry shuts oil its com-
pressed air, the valves automatically cut off the oil.
In an emergency, the whole oil supply is cut off by
the operation of one air valve. The general ventila-
tion of the foundry is capable of exhausting 150,000
cub. ft. per min. The output of the foundry is 15
tons per week, in castings weighing from a few
ounces to 3,000 Ib. Fifteen alloys are used regularly.

Record Production of European Steel
Increased by 9 per cent, in 1952

Crude steel production in Europe (not counting
the Soviet Union) established a new record in 1952,
exceeding by about 9 per cent, the output of 1951, the
previous best year, according to estimates of the Secre-
tariat of the United Nations Economic Commission for
Europe (E.C.E.) in Geneva. Total production is put
at 73,870,000 metric tons. There were also notable in-
creases in the production of iron ore, pig-iron, and
metallurgical coke. The accompanying table gives the
E.C.E. estimates of steel production in the chief pro-
ducing countries, together with the figures for 1951.

Europe's Crude Steel Production (in metric tons)

1952 as a per

1951. 1952.* cent, of 1951.
Thous. metric Thous. metric  Per cent.

United Kingdom 15,889 10,400 103
Western Germany 13,500 15,800 117
France 9,835 10,900 111
Belgium 5,091 5,100 100
Italy e 3,007 3,500 116
Luxembourg 3,077 3,000 97
Saar 2,003 2,800 108
Sweden 1,525 1,050 108
Austria 1,028 1,000 103
Spain 812 890 110
Netherlands 553 030 114
Othersfo 1,177 1,240 105
Total 58,103 02,970 108

Other Countries:
Czechoslovakia 3,312* 3,500 106
Poland .. 2,792 3,250 116
Eastern Germany 1,552 2,000 129
Hungary . 1,234* 1,425 115
Rumania 040 725 112
Total 9,530* 10,900 114
Total Europe 07,039* 73,870 109
U.S. Al 95,437 84,750 89
U.S.S.R s 31,300 35,000 112

« Estimated.

f Countries producing less than 500,000 tons individually i.e.,
Denmark, Finland, Greece, Trieste, Norway, Switzerland, Turkey, and
Yugoslavia.
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Fettling-shop Reorganization*

Time-study requested

In 1949, a small group of workers in the foundry
dressing-shop of John Harper & Company, Limited,
ironfounders and engineers, of Willenhall, Stafford-
shire, asked to have their jobs time-studied, with a
view to being put on an individual incentive payment
basis. The men were being paid a collective bonus
which, they considered, did not give sufficient personal
incentive. The firm agreed. Time-studies were made
and the new system of payment introduced. The
system was applied gradually, eight men being in-
volved as a first step. The immediate result was an
increase in output from these eight men, and the
system was extended to the other men in the shop.

Productivity was doubled within two years, and
thirty men in the dressing shop were released for
other work. The installation of two extra grinding
booths and chipping benches brought a further sub-
stantial increase in output. To keep pace with the
increased productivity of the dressing shop, other
operations, chiefly shot-blasting and inspection, had to
be speeded up. Time-studies were made in these two
sections and individual incentives introduced. The
layout was modified to facilitate service to the opera-
tives and two new Wheelabrators were installed in
the shot-blasting section. Output per man/hour rose
substantially, and a further two men were released
for other work. Tables | and Il show the considerable
increase in productivity which followed the applica-
tion of time-study, the better utilization of machinery,
which was a direct result of the study, and modifica-
tion of layout.

Taulk !. Dresttiivj-shop Modification.
Tons Total Cwts.
— per Men hours per
week. per week. man/hour.
Mid 1949 150 78 3,232 0.87
,. 1950 155 50 2.200 1,41]\/
. 1951 157 47 2,008 1-52°Vf
1st qtr.. 1952 170 48 2.112 1.01j
2nd qtr., 1952 210 54 2.370 1.77fF
Table I1.--Shot-blasting Section Reorganization
Tons Total Cwts.
— per Men. hours per
week. per week. man/hour.
Mid 1949 150 8 424 7.08
. 1950 155 7 308 10.00f
1951 157 0 240 13.08f
1st qtr., 1952 170 6 216 15.74
2nd qtr., 1952 210 0 204 15.91

t New incentive introduced,
t New equipment introduced.

New Layout

When the reorganization of the dressing-shop, the
inspection and shot-blasting sections was complete, the
existing method of trucking castings out of the foundry
proved to be inadequate to cope with the higher out-
put. Work pans were distributed at night, enabling the
night turn to place the previous day’s work in them.
Trucks arriving in the morning were not kept waiting
for complete loads as previously.

The time-study engineers next investigated the
moulding sections. Moulders were performing jobs,
such as knocking-out moulds and rough chipping—jobs
wasteful of their skill. This waste will be entirely
eliminated when a new layout, with a rough-dressing

* Abstracted from Target.
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section is completed, but as a temporary solution better
servicing by night-shift workers has been introduced.
Nineteen men were employed in the grey-iron foun-
dry on the night turn getting up moulds and servicing
17 pneumatic-machine sides, 10 hydraulic-machine
sides, and servicing the floor moulders. After time-
study, 21 men on the night turn got up the moulds
and serviced the moulding sides of 17 pneumatic
machines, 95 hydraulic machines, 12 bench moulders
and part of the floor section. This extra service to
moulders increased production by about 7 per cent.
The Meehanite foundry dressing-shop will cease
operating as a separate unit at the firm in about nine
months’ time.  Castings from both the grey-iron and
the Meehanite foundries will be processed in the grey-
iron dressing-shop. This will free 1,700 sq. yds. of
floor space. AH this has been made possible because
of the greater capacity resulting from the new methods
and the individual incentive bonus scheme.
Because of reduction in material handling,
will be a substantial saving in manpower.
mechanized and centralized rubbish-disposal section
will also save labour employed on cleaning. There
will be a saving in the shot-blasting and dressing sec-
tions of about 360 man/hours a week and in labourers’
time of about 440 man/hours a week. Many workers
displaced from the dressing-shop arc being found
alternative employment in other foundry sections.

there
A fully-

Use of Indigenous Materials Advocated

When Mr. Duncan Sandys visited the works of
Coneygre Foundry, Limited, Mr. John J. Sheehan, the
managing director, said in his address of welcome:
“ Here, in the industrial midlands, we can operate solely
or mainly on engineers’ by-products—that is, the bor-
ings and turnings and also all worn and obsolete
machinery—and we would respectfully point out
to you, and to your Ministry, that by paying the con-
trolled price of this scrap material we are paying a
price which includes transport to places and indus-
tries distant from their point of origin. We feel, too,
that industry generally, and the country’s economy,
is best served by using these scrap materials where
they arise. You will see in the foundries you visit a
variety of products made by a variety of methods using
a variety of raw materials—pig-irens of high-, low-
and medium-phosphorus—made specially for the iron-
foundry industry; we would use less if foundry pig-iron
were made more readily available. We use scrap
arising from the districts about us:—Scrap steel,
scrap iron (general and selected), iron borings, and
steel turnings. We are beholden to no particular
source for our raw material. There is, however,
an overall uniform activity that will impress you. Our
furnaces do not just melt, they must be considered
now as, essentially, refineries. We refine all this mis-
cellaneous material into a metallurgically and chemi-
cally controlled product (cast iron) specified to the rigid
physical and chemical requirements of our varied cus-
tomers. Here in our own foundry—in this one building
—through the skill of our workers, metallurgists and
technicians, we collect and obtain scrap material to the
value of about £6 per ton and convert it into material of
value to industry of at least £60 per ton.”

The Rev. Maurice Barnett, 0f Eastbrook HaII,
Bradford, has been asked by the employees of Jowett
Cars, Limited. Idle, Bradford, to take up the position
of industrial chaplain.
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44Virtue from Necessity”

Mr. D. Graham BisseGs Presidential Address

At the meeting inaugurating the present session'
of the London branch of the Institute of British
Foundrymen, Mr. D. G. Bisset delivered his presi-
dential address in the course of which he said: —

Mr. Beresford and gentlemen,

In my view it is essential to speak, if possible,
on a lheme of general interest which concerns, or
at least should colour our approach to the work of
the season now starting.

Such a theme could well be the so-called trade
recession which some profess to see coming or are
actually experiencing at this moment and we might
profitably occupy our thoughts for a little time
to-night in considering what our reactions to such
an event might be as far as our work is concerned.
It might thus be possible to create a virtue out of
necessity.

A trade recession does not necessarily mean that
there is no work to be had and that there is nothing
we can do about it. It may more probably be not
so much a recession as a change-over from one
condition of economic affairs to another wh:ch |
believe is what is happening now. Such a change
surely means a change in outlook of the foundry-
man. Habits of mind, methods of production,
cupola practice, etc., that have served well in the
past can no longer be allowed to continue as a
matter of custom. All those concerned in these
processes must waken up to the possibility that
perhaps their methods may not be as up-to-date
or as efficient as they may think and that, in con-
sequence, they may begin to lose work to more
progressive and actively minded foundrymen who
are continually striving to improve by all methods
open to them.

Many if not most of the very large firms make
it their business to take fullest advantage of all
modern trends of thought and have the financial
resources to put them into practice. But, after
all, such foundries by no means comprise even the
bulk of the industry and they are nearly always
ready to pass on to the smaller foundries who com-
prise by far the greater number of foundries in
the country, the lessons they have learned from their
own trials and errors.

Using Information Available

This information is passed on at meetings such
as we, in this and all the other Institute branches,
hold during each season. That is precisely the
"raison d’étre" of our existence.

Such information being freely offered in lectures
and as freely in print, it behoves all of us to take
full advantage of it and to apply it in our own
shops as far as we can apply it. | am convinced
that every foundry in the branch can improve its
technique somewhere and thereby improve its
efficiency thus justifying its right to exist. | say
therefore that our meetings should be the forum

where members should be forever seeking know-
ledge from those who have it to give and who are
able and willing to give it. It is a short-sighted
policy not to come to a meeting because you think
it can hold no interest for you. Something may
be said, something may crop up that bears directly
on a problem of your own. All you need therefore
is the frankness to recognize that you may be
on the wrong track in your methods and that the
other fellow is on the right one. What is necessary
then is the determination to put into effect the
lesson you have learned to see for yourself how it
goes.

I can hear some of the moulder members saying
“ that’s all very well, but if | were to go to my
Governor and tell him our methods might be im-
proved, I know what he would say.” If the
“ Governor” has a modicum of commonsense
he will be highly gratified that one of his men is
obviously taking a keen interest in his job. He will
discuss your suggestion with you. If it is a good
suggestion something will happen and progress will
be made. If he doesn't do any of these things
then there is little hope for him. No intelligent
and progressive man will stay with him, and it
would not be difficult to say where his business
will finish up. Such employers however must be
in a very small minority.

Value of Change

This matter of “change of approach” or
“ change of action ” is always an extremely difficult
thing to do when it means putting in that little bit
extra which we have got out of the way of doing.
For the past decade we have, so to speak, been
on the crest of the wave. We have all had plenty
of work and our concern was not how to get more
but how to stop it from coming in cluttering up
our order books and our pattern stores. The inevit-
able result has been a tendency to take things for
granted; to lose, to some extent, the urge to go out
and keep in close touch with customers. Now that
necessity is returning and the “ change of action ” is
going to be very difficult to make, especially as those
who must make it are all ten years older than they
were.

Men on the shop floor are no less affected by
any such change. Jobs are no longer lined up wait-
ing to be made and the change, it seems to me,
must be towards giving greater thought and in-
telligent work to make our ultimate products
cheaper and quicker with no loss of quality, to en-
able us to hold our own against foreign competition.
The Institute exists to propagate scientific and
technical foundry knowledge as it affects everyday
foundry practice amongst its members.

One of the changes necessary is that the practical
foundryman, i.e. the man who has served his time
at the trade and has worked for years as a journey-
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man or a foreman must realize that he is not the
only pebble on the beach. The days when we mixed
metal by fracture only and prepared moulding sand
by “ feel” are no longer good enough. We now
have metallurgists, chemists and foundry engineers
and practical foundrymen must co-operate closely
and intelligently with these specialists.

Because a man has not served his time and
worked as a journeyman moulder in a foundry, he
should not be deemed unfit to advise on any aspects
of everyday foundry problems.

On the other hand, the specialists, if they are ever
tempted to think of the moulder as being some-
thing beneath their notice and in consequence treat
the man as if he knew little or nothing about his
business, then they are even more guilty of an in-
justice, as they have every reason to know better.
The attitude of mind of “ 1 know better than you ”
must be changed to “where can we go together.”
Branch meetings are the very places where the
fallacy of such an attitude of mind is exposed and
its work is invaluable even if it does nothing else
than to make abundantly clear to everyone that the
foundry industry is one of great complexity where
the different branches have great need of each other
and where the utmost co-ordination of effort and
honest co-operation is a pre-requisite to the success-
ful running of an industry.

Research on every aspect of our industry is going
ahead, not only in our country, but in every engi-
neering country in the world to-day. As an export-
ing country our need to apply the results of re-
search is probably more urgent than in any other
country, and one of the most potent means of
passing knowledge to the general rank and file, so
to speak, of our industry is through the Institute.

Attendance at Meetings

I sometimes wonder whether we, in the London
branch, get the maximum benefit from our meet-
ings. | am told we have approximately 779 mem-
bers. We are even bigger than the biggest Chapter
in the American Foundrymen’s Society. However,
does mere size mean anything worth while? To
judge by the average attendance only a minority
of our 779 attend meetings. It cannot be that the
fare provided is not good fare. Great care is
taken to see that it is the best we can get. May
it be that mere size might be a disadvantage? To
attend these meetings, members must travel very
long distances and, what is worse, must go back
again late in the evening which can be extremely
inconvenient and fatiguing and not conducive to
a prompt start the next morning. | wonder if a
degree of de-centralization might be a good
thing. It might be the means of getting more
intimate discussion on any chosen subject with the
men in the pattern shops and the foundries with
more positive results more quickly. Probably this
idea has been considered before and turned-down,
but anything which will enable more members
to attend meetings and to take an active part in
them must be for the good of the industry and the
Institute.
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Publications Received

Class Rates Section of Standard Charges (6 to 750
miles). Published by' The Railway and Shipping
Publishing Company, Limited, 12, Cherry Street,
Birmingham 2. Price 10s.

This 30-page pamphlet is a ready-reckoner for
assessing the cost of goods entering either 1 to 21
or in other cases 11 to 20. Its usefulness to concerns
dispatching goods by rail is obvious.

The Iron and Steel Trades in 1952. Issued by William
Jacks & Company, Limited, Winchester House, Old
Broad Street, London, E.C.2. .

This review, as would be expected, is mainly con-

cerned with the bill to denationalize the iron and steel
industries, and somewhat surprisingly omits to mention
ironfounding. Although it relates only to the first
three quarters of the year, the review makes interesting
reading for foundry owners, as the main items of the
bill are properly stressed.
The Engineering Properties and Applications of
Spheroidal-graphite Cast Iron, by A. B. Everest,
Ph.D. Issued by the Mond Nickel Company,
Limited, Sunderland House, Curzcn Street, London,
W.I.

This is a reprint of a Paper which Dr. Everest gave
to the 4th International Mechanical Engineering
Congress at Stockholm. Dr. Everest has as usual
written a very interesting Paper, and has drawn on
the whole of Europe for his matter. The lines are
rather lengthy which makes reading just a little diffi-
cult. The properties of the alloy are well authenti-
cated by illustrations, graphs and tables even down to
the Steinmetz factor.

Silicosis Risks in Steel Foundries, by J. L. Garthwaite,
F.C.I.I. A reprint from the Journal of the
Chartered Insurance Institute, The Hall, 20,
Aldermanbury, London, E.C.2, price 2s. net.

The pamphlet opens with a layman’s description of
steelfoundry practice. It is not too bad. There is a
basic and fundamental mistake in telling readers that
steelfounders use sand as an abrasive. Another refers
to sand-blasting instead of shot-blasting throughout the
pamphlet. Yet this does not detract the message of the
booklet, which is a study of Franklin v. Gramo-
phone Company, Limited, and is of great im-
port to all steelfounders. It would appear that the
findings in this case will have profound repercussion
in future litigation on pneumoconiosis claims, and the
reviewer recommends that all steelfounders should read
this 52-page pamphlet.

The Nationalized Industries. A survey and recom-
mendations by S. J. L. Hardie, D.S.O0., LL.D.

This important document could have been improved
by passing through the hands of a competent journalist,
for at the moment the too-frequent use of the first per-
son pronoun makes tiresome reading. The basis of
the author’s arguments seem to be reliance on experts
for deciding whether or not an industry should or
should not be nationalized and when they have been
taken over these same experts should be responsible
for their conduct. Evidently the author has profound
regard for expert people, but not being fallible—as
was so in the case of ground nuts and shell eggs—it is
the man in the street and not the investor who foots
the bill. Still it is quite interesting to have the views
of one so experienced in administration and finance as
the author.
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Ferrous Metals and World Markets

Review of Last

Although it may be premature to suggest that a
world slump is approaching, it is generally agreed
that an era of keener competition is at hand. Since
the end of the war we have been living under con-
ditions of full employment, and until recently a
seller’s market. Conditions are now changing.
Import restrictions imposed by foreign and Com-
monwealth countries have placed limitations upon
the volume of British exports during the past year.
These, of course, may be withdrawn as quickly as
they were imposed.

What the world needs is a vigorous assault on
trade barriers, a campaign for the liberation of
commerce from restriction. This, it is hoped, will
be the principal outcome of the Commonwealth
conference, whose deliberations have recently ended.

What Britain heeds is a renewal of confidence; a
modification of a system of taxation which stifles
enterprise and discourages initiative.

Development

In that belief, the British ferrous metals industry
has nailed its colours to the mast. Before the first
post-war development plan has been completed, a
second five-year plan is in process of preparation,
with the object of raising the steel output to
20.000.000 tons per annum. The cost of the scheme
is estimated to be in the region of £60,000,000 per
annum, of which sum it is thought that about
50 per cent, could be provided out of the resources
of the industry. Its achievement will necessitate
the expansion of pig-iron production to an annual
rate of 15,000,000 tons and calls for the construc-
tion of 15 new blast furnaces each with an annual
capacity of 250,000-300.000 tons. The scheme
also calls for a considerable long-term policy in the
development of ore supplies and ore transport.
New orefields are being developed; others arc in
process of exploration, and a fleet of special ore
carriers is being built in which the steel companies
will have a financial interest of 49 per cent,

Further expansion of pig-iron production will
also depend upon the availability of sufficient
coking coal and coking plant. Many new batteries
of coke ovens are being built and one of the most
important conditions of the whole plan is that the
National Coal Board will be able to provide an
extra 7,000.000 tons of coking coal for the steel
industry.  Unfortunately, the reserves of coking
coal in this country are diminishing very rapidly
and the possibilities of producing a satisfactory
coke for blast-furnace use from a blend of other
grades of coal are now being examined.

The provision of transport facilities is also under
review. The steel industry is by far the biggest
user of rail transport and the provision of an extra
4.000.000 tons of steel per annum will involve the
movement of approximately 24.000,000 tons of
additional raw materials. Obviously the develop-
ment of rail transport, and particularly the provi-

Year's Trends

sion of extra mineral wagons, will have to keep
pace with industrial requirements.

Production

Recognizing the improbability of expanding the
imports of foreign scrap to any appreciable extent,
and also the high cost thereof, steelmakers have
been concentrating upon the production of more
pig-iron. During the year, six new blast furnaces
of high capacity were brought into production
and two more are almost ready for operation.
More pig-iron and less scrap is being used in the
steel furnaces and this trend will continue as the
reconstruction plans are advanced towards comple-
tion. Aggregate output of pig-iron for the past
year will probably exceed that of 1951 by about
900,000 tons and the ultimate targets fixed for
the industry are 15,000,000 tons of pig-iron and
20,000,000 tons of steel. Obviously the attainment
of these targets will not be speedily accomplished.
Moreover, the cost of the new plant will be
colossal.

Rationed Steel

Inherent in any attempt to forecast the extent of
the demand for iron and steel—or for that matter
of any other manufactured commodity—is the
possibility of a wide margin of error. Moreover,
the whole trend of recent legislation and taxation
has been to discourage risk and encourage the
quest for financial and social security. To contem-
plate the fabulous capital expenditures required
calls for courage and confidence in the capacity of
British industry to cope successfully with intense
world competition. That courage and confidence is
not lacking. Faith in the vast programme of expan-
sion is fortified by the clear evidence of the
crippling effects upon British industry which have
been imposed by the shortage of iron and steel.

Motor manufacturers, founders, shipbuilders, and
engineers have figured conspicuously in the list of
users much affected by the national shortage of
steel products. Production has been slowed down,
and in some instances workers have been laid idle
through lack of steel. There is a substantial weight
of evidence to support the contention that de-
liveries were unduly restricted. The fact is
incontrovertible that in recent months, when many
users were starving for steel, stocks at the produc-
ing plants have been steadily mounting.

Easier conditions are now seen to be developing.
Many industries which encountered acute difficul-
ties in obtaining steel earlier in the year are now
obtaining more adequate supplies. Allocations for
the first quarter of 1953 have been increased, and
in view of the changed circumstances, and the
comparative inflexibility of an allocation scheme
which is based on past performance rather than on
present needs, many sections of the industry now
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feel that there is good reason for ending or sub-
stantially modifying the whole system.

Perhaps the balance between supply and demand
is still too precarious to justify immediate and
drastic action, but the time is obviously approach-
ing when the scheme should be reconsidered with
the assurance that every expansion of production
brings nearer the day of complete liberation.

Raw Materials

Of the various contributory factors in this
brightening outlook undoubtedly the most decisive
is the steady improvement in the flow of the essen-
tial raw materials for iron and steel production.
This winter, for the first time for several years,
industry has been spared the crippling effects of a
fuel crisis. The severe weather in November led
to encroachments upon winter coal stocks some-
what earlier than usual, but, unless the weather is
quite exceptional, it is believed that fuel reserves
are adequate to sustain full-scale production until
the spring. There remain, however, long-term
problems which have yet to be solved.

Britain’s reserves of high-grade coking coal are
rapidly diminishing. On the other hand, it has been
estimated that an extra 7,000,000 tons of coke per
annum will be required to ensure fulfilment of pro-
grammes to raise the outputs of pig-iron and steel
to 15,000,000 tons and 20,000,000 tons respectively,
as is proposed in the second five-year development
plan. To expand the production of coking coal to
this extent is probably beyond the capacity of the
National Coal Board, and even if this could be
accomplished it must inevitably bring nearer the
exhaustion of available supplies.

There are possibilities that some of the need may
be met by blended coal, and various expedients of
this description are under close examination. It has
also been suggested that other coke consumers
might cover their requirements by the substitution
of other forms of hard fuel, in order that blast-
furnacemen’s needs can be satisfied. But, in either
event, more large-scale coke-oven installations
have become a necessity and erection of these
ancillaries will have to keep pace with the con-
struction of new blast-furnaces.

Iron Ore

An industry which in the past year has con-
sumed a weekly average of 500,000 tons of iron
ore, and estimates that this figure will be substan-
tially increased in the year ahead, can never be
wholly complacent about the mobilization of these
large tonnages.

A year ago the withdrawal of ore carriers to
bring in foreign coal was a profoundly disturbing
factor. Not only were ore freight rates raised to
fantastic heights, but there was an actual shortage
of transport, which had serious repercussions in
the iron trade. In the earlier post-war period
freights were nearly 600 per cent, over the pre-war
figure, and special financial arrangements were
introduced to relieve the excessive burden upon the
blast-furnacemen. Since 1950, however, assistance
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on imported ore costs has been largely withdrawn
and the full cost of foreign ore borne by the
users in this country.

The total ore consumption in the British blast
furnaces during the past 12 months has amounted
to about 25,500,000 tons. Of this aggregate ton-
nage about 16,000,000 tons were home produced
and 9,500,000 tons imported. In terms of iron
content this means that our total ore requirements
have been satisfied in approximately equal propor-
tions from home and oversea sources. But it is
obvious that very much bigger tonnages will be
required in the near future. To provide for the
new blast furnaces recently brought into operation
or approaching completion, the industry is buying
extra tonnages of foreign ore for consumption in
1953, and has prepared plans for an additional
1,250,000 tons in home ore usage.

Nor is this the end. With the continued expan-
sion of blast-furnace capacity, which is an essential
feature of the next five-year plan, iron-ore
requirements will rise still further in the next
quinquennium.

There are ample reserves of home ores—chiefly
in the Midlands—and it is believed to be possible
to expand home ore supplies to a limit of about
20.000.000 tons a year, at which rate of output
the life of the main British orefields is estimated
at not less than 100 to 200 years.

New Sources of Supply

So far as foreign ore supplies are concerned, it
may be noted that large extensions of production
are being planned in the principal orefields and, in
addition, new sources of supply are being de-
veloped. Perhaps the most spectacular are the
American enterprises in Labrador and Quebec.
Increased supplies are also expected from WVene-
zuela and Liberia, while the British-French
enterprise in Conakry has been brought to the
stage of actual production, and further develop-
ments are planned in Mauretania.

It would appear that, for the immediate future,
the supply of adequate tonnages of iron ore is
reasonably secure, though there is still much work
to be done in the improvement of the facilities
for the preparation of ores for blast-furnace use
by crushing, screening, and sintering.

Dearth of Scrap

Of all the difficulties and embarrassments en-
countered by British steelmakers during the past
two years the most intractable has been the dearth
of scrap. In the last two years of the half century
ferrous scrap imports were running at the rate of
2.000.000 tons per annum: in 1951 the imported
tonnage fell short of 600,000 tons and was only
about 100,000 tons better in the past 12 months.
Moreover, even this reduced intake was only sus-
tained by the payment of prices nearly four times
the maximum figure paid for home scrap.

Although a severe shrinkage was foreseen to be
the inevitable consequence of the consumption of
war scrap which had previously been obtainable in
abundance, the consequences were calamitous. The
lack of scrap has been the principal cause of the
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failure of the steelmakers to match their output to
the rising industrial demand. For a time they
managed to rub along by raiding their own stocks,
but this was a process which could not be con-
tinued indefinitely, and in the spring of the year
these stocks had fallen to the equivalent of little
more than a week’s normal consumption. Eventu-
ally the steelmakers had to curtail their operations.
Many steel furnaces were laid idle; at others the
working week was curtailed.

Consequences still more dire were only averted
by the vigorous scrap drives instituted by the British
Iron and Steel Federation and the National Federa-
tion of Iron, Steel and Metal Merchants, and
actively supported by the Ministry of Supply.
Partly as a result of these drives and partly because
of an improvement in foreign supplies coupled with
an increased burden of ore in the furnaces, the out-
look for scrap supplies in 1953 shows a distinct im-
provement.

Imports and Exports

Upon the volume of the import and export trade
in iron and steel the most decisive influence has
been exercised by the prevailing shortage of home
supplies and, to a lesser extent, by the growing
tendency of foreign countries and Commonwealth
States alike to protect their external credits by
means of import restrictions. Normally, Great
Britain has a substantial disposable surplus. In 1950,
for example, the volume of our iron and steel exports
was more than four times that of our imports, and
in the following year the respective tonnages
were:—Exports, 2,683,000 tons; imports, 885,100
tons. Such, however, have been the distortions of
trade during the past year that, for the first time
since 1931—apart from the war years—arrivals
of foreign iron and steel in British ports in 1952
have slightly exceeded the total volume of exports.

The effect upon our own external balance has
been disastrous. At a time when plans for
economic recovery were primarily based upon a
vigorous drive for the expansion of oversea trade,
we have had to cut steel exports and resort to the
purchase of almost unprecedented tonnages of
foreign material at famine prices, which have
played havoc with our slender dollar reserves and
external balances. Resort to the expedient of buy-
ing a million tons of steel from the U.S.A. and still
bigger tonnages elsewhere represented the lesser of
two evils. Only by these overseas purchases was
it possible to avert a serious blow to many vital
branches of British industry. We have paid a
heavy penalty for being caught short, and we must
continue to pay until the economic balance of the
steel industry recovers its equilibrium.

Price Movements

Since 1950, when a subsidiary of the British Iron
and Steel Corporation was entrusted with the
responsibility of the bulk purchase and transporta-
tion of foreign ores, it had been the practice to
supply blast-furnacemen with this material at
prices far below the actual cost, and to recover the
consequent deficiency by means of a voluntary
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levy upon all the steel companies irrespective of
whether they used home or imported ores. This
is one of the complexities which has now been
ironed out. On October 13 pig-iron prices were
advanced 10s. to 50s. 6d. per ton, according to
quality, and from the same date the corporation
was authorized to charge for imported ore on a
basis “ more nearly approaching the true cost of
purchase and transportation,” the levy on steel
being at the same time correspondingly reduced.

Under the new arrangement, which was really
a simplification of the former system, a definite
exception was made in favour of foundry iron
produced from home ores. For this grade the
fixed price remained unchanged and it has since
been stated that, in consequence, 60 per cent, of
the pig-iron used in the foundries escapes any extra
impost. These, with a few trifling exceptions, are
the only changes which have been made during
the past year. Figures published by the British Iron
and Steel Federation, reveal that for nearly every
classification of steel products British prices re-
main substantially below world levels.

Fight for Markets

It may reasonably be assumed that, as home
production expands, the volume of imports will
be gradually reduced. Recovery of the export
trade may be the more difficult task. But the
outlook, if uncertain, is not wholly discouraging.
Competition is certainly becoming keener. The
principal producing countries all have in hand
extensive programmes for the expansion of pro-
duction. The United States, whose output of ingots
is already running at the rate of over 100,000,000
tons per annum, projects a capital investment pro-

gramme to increase capacity by 20 per cent.
Western German steel production has already
almost overtaken that of the U.K. and has a

target figure of 20,000,000 tons per annum, and
all the member States of the European coal-steel
pool have also big expansionist schemes in hand.
Perhaps redundancy is no more than a distant
shadow. No doubt the Korean war, and the
various national schemes of rearmament, have
swollen the immediate demand for steel. Whether
the world demand for steel will be sustained if
these artificial stimuli have been withdrawn is a
matter for conjecture.

Civilization is at the cross-roads. The choice is
between peaceful co-operation or conflict. If the
right choice be made few will doubt the speedy
resurgence of the forces of economic recovery.
There are limitless tasks for humanity in the de-
velopment of the resources of the nations already
industrialized and still more in the vaster un-
developed spaces, where social unrest and rebellion
are the first symptoms of a universal aspiration for
a more satisfying standard of life.

If it be permitted to mature, the world demand
for ferrous products promises still more rapid ex-
pansion in the future than in the past, and the re-
equipment of the British steel industry at fabulous
cost may be converted from a bold adventure to an
abundantly vindicated enterprise.



FOUNDRY TRADE

Notes from the Branches

Scottish— Falkirk Section

The Falkirk section of the Scottish branch of the
Institute of British Foundrymen at their November
meeting heard an interesting paper, illustrated through-
out with slides, and read by Mr. H. P. Hughes, technical
representative of the British Electro Metallurgical Com-
pany, Limited, Sheffield.

The title of his Paper was “Controlling the Structure
and Composition of Cast Iron by the use of Ferro-
alloys.” Mr. Hughes dealt with the common alloying
elements, silicon, manganese, and chromium, and illus-
trated how the judicious use of these elements could
improve the microstructure and physical properties of
cast iron. He also pointed out the advantages to be
gained from running one quality of iron and innocu-
lating that iron at the cupola spout, by means of alloy
additions, for particular jobs which might have to be
made to certain specifications.  This method would
also eliminate the possibility of certain jobs not being
ready to cast when the metal was available, thus
necessitating a close-down of the cupola until the job
was prepared.

Mr. Hughes concluded by describing a few alloy cast
irons of the abrasion and heat-resisting types, and indi-
cated the methods employed in their manufacture.

Taper-flask Standards Proposed for

Sweden

Following upon the issue of the British Standard
Specification for a range of moulding boxes comes the
news that the box standardization committee of the
Foundry Division of the Swedish Federation of
Mechanical Engineering Industries has now presented
a proposal for the standardization of taper-flasks. Only
one type of flask is to be standardized, viz. light-metal
taper-flasks with the sides inclined 40 deg. The length
and width of the standardized taper flasks are in com-
plete agreement with the Swedish standard for ordinary
moulding boxes, with the exception that the taper-flask
range has been extended down to smaller sizes. The
proposed pins are of approximately the same design as
in the existing standard for fixed boxes. When drawing
and closing is done by hand, open guides are used, other-
wise the usual round and elongated bushings are in-
serted. A proposal for the standardization of jackets
and weights will soon be published. A quite lengthy
account of the new recommendations is printed and
illustrated in a recent issue of Gjuteriet, the journal of
the Swedish foundry industry'".

Nickel Price Increase—The Mond Nickel Company,
Limited, announces that, following the announcement
in Canada by The International Nickel Company of
Canada Limited, of an increase in the price of nickel,
effective from January 14, it is from the same date
raising the price for refined nickel in the United
Kingdom to £4S3 per ton delivered, with appropriate
increases for other countries.

Joint investigations have been started by the
British Thomson-Houston Company, Limited, and the
Anglo-Saxon Petroleum Company into the production
of a projected gas-turbine-driven tanker. The vessel
will be fitted with two gas-turbine engines, each capable
og (fjeveloping 4,150 h.p., and driving a single propeller
shaft.
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National Insurance for Students
and Unpaid Apprentices

Students and unpaid apprentices who have had less
than 26 weeks of paid employment, exclusive of
National Service, before they start their course will find
it easier to qualify for unemployment and sickness bene-
fits after the end of their course. Under new regula-
tions* made by the Minister of National Insurance, Mr.
Osbert Peake, which came into force January 19, 1953,
contributions will be credited to them for this purpose
for periods of full-time education and full-time unpaid
apprenticeship.

This means that if benefit is claimed after the end of
the course and the first contribution condition for sick-
ness and unemployment benefits_is satisfied {i.e., 26
employed persons contributions have been paid), the
special credits awarded during their course will help
them to satisfy the second contribution condition for
these benefits. The second contribution condition is
that for the full rate benefit to be paid, at least 50 con-
tributions have been paid or credited in the previous
contribution year: where fewer than 50, but at least 26,
contributions have been paid or credited, benefit can be
paid at a reduced rate. The regulations also apply, but
for sickness benefit only, to students and unpaid appren-
tices who complete the payment of 26 self-employed
contributions after starting their course.

* National Insurance (Contributions) Amendment (No. 2)
Regulations, 1952. S.l. 1952, No. 2135, price 2d.

Foundry of Antiquarian Interest

The Old Swan Foundry in the village of Langley, near
Stratford-on-Avon, has recently been visited by the
curator of the Reading University, Museum of English
Rural Life, who is interested in obtaining some of the
ancient cogs, wheels and ploughshares. This old iron-
foundry, which has been in the hands of the same family
for over 200 years, is still making ploughs and agricul-
tural implements of a pattern made 150 years ago.
Warwickshire County Council has acquired from it
some specimens of such implements and intends to
acquire more.

The Old Swan Foundry originated from the industry
of charcoal burners and smelters and was transferred to
its present site in the 1790s to be nearer to the charcoal
of Bearley Woods. Its success followed rapidly on the
invention of the Troth plough which has an iron plough-
share, with wood for the body of the plough. The
present owner is Mr. W. J. Hillson, a direct descendant
of the Troth family. His great-grandfather, who died
in 1851 at the age of 95, made the first barley piler in
the world. It is recorded that he bought his pig-iron
from Swedish traders at the country fairs.

Conferences on Continuous Casting and Deep

Drawing. The Department of Industrial Metal-
lurgy, University of Birmingham, is arranging
its annual two-day conference this year on

Monday and Tuesday, March 16 and 17. The subjects
will be “ The Deep Drawing of Metals” and “ Con-
tinuous Casting of Ingots.”  Full details of the pro-
gramme may be obtained from the secretary of the
Department, the University, Edgbaston, Birmingham, 15.
No fees are chargeable for the attendance but registra-
tion is required.



JANUARY 22, 1953

Personal

Mr. C. H. de Nordwarlil, M.ILE.E.,, has been ap-
pointed manager for South America of Metropolitan-
Vickers Electrical Export Company, Limited, from
January 1

Mr. C. H. Kain, F.I.LM., of Lake & Elliot, Limited,
Braintree, left this country last Monday for a business
trip covering the Carribean area. He will be absent
about six weeks.

J. D. F. Yuirte has resigned the honorary secretary-
ship of the West Wales section of the Institute of
British Foundrymcn, as he is taking an appointment
as foundry manager with a firm in Ontario, Canada.

Dr. Thomas E. A1ubone, F.R.S., has been appointed
to the Board of the Edison Swan Electric Company,
Limited, in the capacity of director of research. Dr.
Allibonc will, of course, retain his position as director
of the A.E.l. research laboratory at Aldermas'.on.

Mr. D. K. Coutts has joined the staff of the Mond
Nickel Company, Limited, research and development

department, and will operate from their Bombay
office. He was previously chief metallurgist at the
Kulti (Bengal) works of the Indian Iron & Steel
Company.

Dr. R. Baulk, who was recently seconded to the
Department of Fuel Technology at Sheffield University
under Professor R. J. Sarjant, has been appointed Fuel
Research Officer for Samuel Fox and Company,
Limited, Stocksbridge, a branch of United Steel Com-
panies, Limited.

Mr. George Wallwork has resigned from the
board of directors of Henry Wallwork & Company,
Limited, Redbank, Manchester, 4, after nearly 50
years’ association with the company. Mr. Michael
Wallwork has been appointed managing director,
and Mr. Basil Wallwork has been elected to the
board as sales director.

Mr. Hugh Fulton, managing director of Albion
Motors, Limited, has left Glasgow by air for South
Africa on a four-week visit “ to get orders.” The com-
pany are at present laying out extensions to their
plant to cope with big Ministry of Supply contracts.
This new section, due to be in production this Spring,
will give work to some 600 men.

Mr. Guy Chantrey, Chairman of the Birmingham
and West Midlands branch of the Institute of
Directors, leaves London on January 26 for Karachi,
on a visit that will embrace eight countries, including
America. Mr. Chantrey is anxious to see for himself
how far Japanese competition is affecting the sale of
products in which he is interested.

Mr. W. W. Foster, general works manager of Fort
Dunlop, is to retire at the end of January owing to
ill health, it was announced on January 15. He will
remain available for consultation. He is succeeded as
works manager by Mr. E. E. Quinton, who was works
director for the Dunlop organization in South Africa
before going to Speke, Liverpool, as general works
manager in 1949.

The retirement toOk place last Saturday of Mr.
J. R. Court and Mr. Aaron Hall, of Prince-Smith and
Stells, Limited, textile-machinery manufacturers, Keigh-
ley, who have both given long service to the firm. In
the presence of all the directors, a pleasant ceremony
took place in the works offices, when the chairman of
directors, Mr. D. Waterhouse, presented a fireside
chair to Mr. Court and a watch and chain to Mr. Hall.

Mr. Matthew Kernahan, Who retired from the ser-
vice of Shanks & Company, Limited, Barrhead, after
56 years with the company, was honoured in Glasgow
by directors, branch managers and senior staff, presided
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over by Mr. W. G. Scott, secretary of the firm. Mr.
Kernahan was chief of the “home” department and
representative of the company in Edinburgh. Mr.
R. F. Campbell, export manager, presented him with
a television set.

At _the annual meeting Of the Derby district
Association of the Engineering and Allies Employers’
National Federation, held last week, Mr. R.
N ewman, general manager of the Butterley Company,
Limited, was appointed president. Mr. R. H. Buck-
1and, director and works manager of Ley’s Malleable
Castings Company, Limited, Derby, had formerly held
the office for two years. Mr. H. Crarke, works
manager of Qualcast, Limited, Derby, was appointed
senior-vice-president, and Mr. R. H. Weston, works
manager, Aiton and Company, Limited, Stores Road,
Derby, was appointed junior vice-president.

Metropolitan - Vickers Electrical Company,
Limited, announces that Professor Willis Jackson,
D.Sc., D.Phil.,, M.L.LE.E., has accepted the full-time
appointment with them of director of research and
education of that company as from July 1 next. The
appointment carries with it a seat on the Board of
the company. Professor Jackson is Professor of Elec-
trical Engineering at The Imperial College of Science
& Technology of the University of London. The
present director of research and education is Dr. C.
Dannatt. Professor Jackson's appointment will release
Dr. Dannatt for an extension of his present duties as
assistant managing director.

Obituary

Mr. Walter Thomas Wales, managing director of
Aldam & Company, Limited, iron and brass founders,
Misterton, Yorks, has died suddenly at his home in
Misterton, at the age of 55.

Mr. Alexander Anderson, Of Falkirk, who has
died at the age of 87, was for 28 years blast-furnace
manager with the Carron Company. He was formerly
employed at Dalmcllington Iron Works. m

Sir James Weir French, wWho died on January 14
at his home in Glasgow, at the age of 76, was a well-
known personality in the industrial and cultural life
of the West of Scotland for more than 25 years. He
was educated at Glasgow University and the Royal
Technical College, Glasgow, and pursued his post-
graduate studies on the Continent. His promotion in
the Glasgow firm of Barr & Stroud, Limited, was rapid
and he did much to extend its ramifications. He held
many patents in the field of range and height finders,
submarine periscopes, gunnery, fire control, both sur-
face and anti-submarine, aeroplane, and other devices.
He succeeded Dr. Barr as vice-chairman of the firm
and some years later became chairman in succession
to the late Dr. Stroud. He was the author of several
technical books and, in his younger days, a frequent
contributor to the technical Press.

Correction. In the issue of the Journar of Jan-
uary 15, 1953, reference was made in the “ News in
Brief” column to presentation of gold watches to old
employees of Glanmér Foundry Company, Limited, in
which reference was made to Lt.-Col. H. C. R. Thomas
as being one of the ten recipients. This should read
Lt.-Col. 'H. C. R. Thompson, and he should not have
been included among the recipients of long-service gold
watches. He was separately honoured with a special
presentation in recognition of his services to the Com-
pany as Chairman over many years.
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News in Brief

The American Foundrymen’s Society convention
this year is to be held in Chicago from May 4 to 8.
There will be no exhibition.

C. Mackechnie Jarvis & Partners, consulting engi-
neers, have removed from 26, Victoria Street, to 53,
Victoria Street, Westminster, SW.1

M r. Duncan Sandys, the Minister of Supply, was
present at the annual presentation of prizes to appren-
tices, at the Royal Ordnance Factory, Radway Green.

The British Standards Institution announces that
it will move at the end of next summer into a single,
self-contained office block at 2, Park Street, Mayfair.

Town planning approval has been given by Coat-
bridge Town Council for extensions to Whifflet Foun-
dry, which, it is stated, will give employment to a
further 500 men.

Members eligible for the students’ grant of the In-
stitute of British Foundrymen are reminded that appli-
cations should be in the hands of the secretary not later
than March 31.

The American output Of ferrous castings last year
was of the order of 16,500,000 short tons as against
19,000,000 tons in 1951. The potential demand in 1975
will be of about 29 million tons according to a Govern-
ment forecast.

The oil tanker British Fusilier (4,101 tons) has
arrived in the Gareloch from Falmouth to be broken
up at Faslane by Metal Industries, Limited. The
vessel was built at Newcastle in 1923 for the British
Tanker Company, Limited.

The Councit of the Institution of Mechanical Engi-
neers has awarded the James Watt International Medal
for 1953 to Sir Harry Ricardo, f.r.s., for his contri-
bution to the knowledge of the fundamental prin-
ciples of internal combustion engines.

SiX hundred workers in two Falkirk foundries
have gone on a four-day week because of “a general
recession in trade.” An official of the Amalgamated
Union of Foundry Workers said in Falkirk that the
position locally was “ very grim indeed.”

The new welfare club Of International Combus-
tion Limited, at “ Park Hill,” Browning Street, Derby,
was opened on January 10 by Mrs. F. G. Penny, wife
of the managing director. The new club includes con-
cert room, billiards room, lounge, and bar.

About 360 members and guests attended the dinner
and dance of the Midland branch of the Institute of
Metal Finishing at the Grand Hotel, Birmingham, on
January 15. Mr. W. F. B. Baker, chairman, presided
and Mr. H. Silman, national president, was present.

The annual statement issued by Dorman, Long
& Company, Limited, to its staff for 1952, describes
the progress made with the Lackenby project, which
includes a steel works capable of producing 500,000
tons of ingots a year. It will be some time yet before
the works are in operation.

Margate Council have agreed to pay £500 or 25
per cent, of the cost, whichever was the less, towards
the cost of laying a six-inch gas main to the West-
wood Industrial site for the Emco Brass Manufactur-
ing Company, Limited, who are shortly to build a
factory and foundry on the site.

It was announced at the ninth annual luncheon of
the British Industrial Measuring and Control Appara-
tus Manufacturers’ Association held at Brown’s Hotel,
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London, on January 13, that they are organizing an
exhibition to be held at Olympia (The Second British
Instrument Industries Exhibition) from June 30 to
July 11 next.

Beams falling from the roof damaged machinery
during a fire on January 13 in a Glasgow foundry at
Townmill Road. Part of the roof was burned out
and one of the foundry shops extensively damaged.
An official said that the break in production would
only be of a very temporary nature. The foundry is
operated by J. R. McKellar, Limited.

Joseph Lucas Industries Limited, Birmingham|
has announced that, after consultation with trade
unions, it has been agreed that the works shall transfer
the usual two-day break at Whitsuntide to the Corona-
tion holiday. Four thousand employees at the Bilston
factories of John Thompson, Limited, will work
through Whitsuntide, and have a holiday from May
29 to June 4.

Listeners to the B.B.C. “Home Service” programme
to-night at 9.15 p.m. will hear, in the feature “ Taking
Stock,” a discussion on “ price rings ” and their effect
on industry and labour, introduced by William Pickles.
It is understood that Mr. W. T. Wren, director of Allied
Ironfounders, Limited, will participate, and that the
Purchasing Officers! Association has taken a prominent
part in organizing the broadcast.

A foundry t1abourer had his right leg amputated on
January 15 after an accident in the foundry yard of
Miller & Company, Limited, engineers, etc., London
Road, Edinburgh. The man, Thomas Linn, was
arranging scrap metal so that it could be smashed by
a crane-operated steel ball, weighing a ton and a half,
when the ball, which was about 4 ft. above the ground,
fell and pinned him by the leg.

This year marks the 21st anniversary of the forma-
tion of Foundry Services Limited, of Birmingham. The
company was formed in 1932 with a staff of five and
has now grown until to-day there are five associated
companies’ representatives or agents in most coun-
tries throughout the world and a staff of nearly 500.
As part of the jubilee celebrations a dance was held
in the West End Ballroom, Birmingham, on Tuesday
of last week.

At a party for employees of Qualcast, Limited,
Victory Road, Derby, which was held at the King’s
Hall, Derby, on January 16, Mr. Vincent Jobson, chair-
man and managing director, presented clocks to long-
service employees. The recipients included Mr. J.
Dallison, foreman foundry department, Mr. J. E. Riley,
fettling and inspection department, and Mr. C. E.
Wheatley, foundry department. About 1,100 people
attended the party.

At a cost of a million and a quarter pounds, llford,
Limited have built a plant for the coating of photo-
graphic films of the X-ray type and, in collaboration
with BX Plastics, Limited, a factory for the manu-
facture of film base. These projects should reduce the
value of imports of American materials annually by
two million dollars and remove the chronic shortage
in supplies of films to hospitals. The production of
industrial films, too, will be augmented.

The drop in non-ferrous metal prices since October
should help to bring back into production items
normally made from these metals but which, since
prices have been so high, have, been manufactured from
other materials, is the opinion of Mr. Horace Hipkiss.
This was despite “disturbing ” rises in transport costs
and wages, he said. Mr. Hipkiss is chairman of the
Midland Bright Drawn Steel and Engineering Company,
Limited, and the opinion was expressed at the firm’s
annual meeting in Birmingham on January 13.
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Raw Material Markets

Iron and Steel

The further expansion of British steel production is
dependent upon the provision of increased tonnages
of pig-iron and scrap. For this reason the lighting up

of the new blast furnaces at Shotton will not, it is
hoped, be much longer delayed. More basic iron is
still our urgent necessity. On the other hand, the

supply of foundry iron is now ample for current needs.
The call for light castings is not nearly as brisk as it
was a few months ago and the general experience is
that prompt deliveries of No. 3 iron are obtainable
without much difficulty. Most of the engineering
foundries have still a good amount of work in hand
and the whole of the make of hematite and low-
and medium-phosphorus iron is promptly absorbed.

Some of the re-rollers continue to experience diffi./
culty in obtaining adequate supplies of steel semis.
Conditions appear to be variable. The flow of billets,
etc., from home sources has certainly increased, but
these have to be supplemented with liberal supplies of
foreign material to maintain continuity of operations.
Re-rollers have substantial orders in hand for light
sections and bars for the home market, but in oversea
markets British prices are no longer competitive and,
in consequence, foreign trade is quiet. On the other
hand, the sheet trade is still on the crest of the wave.
Makers are overwhelmed with orders and inquiries both
from home and foreign sources and the bulk of the out-
put of the sheet mills for the first half of the year is
already bespoken.

There are indications of a revival of the steel ex-
port trade. Last year imports and exports were evenly
balanced, but the industry is now in a more favourable
position to cater for oversea requirements, and although
import restrictions are' still severe, there is an incipient
movement for the liberalization of world trade, which,
if it develops, will give a big impetus to the steel in-
dustry.  Meanwhile, home requirements are heavy.
Shipbuilders’ demands impose a heavy strain upon
plate-mill capacity and large tonnages of plates and
sheets are also required for structural work and for
oil-tank contracts. Locomotive and wagon builders
have never before had such crowded order-books and
their activities are reflected in their specifications to
the steelworks, while, among the lighter branches of
the steel trade, the wire mills are conspicuous for the
volume of orders in hand.

Non-ferrous Metals

The Ministry of Materials has announced that, as
from January 17, all sales of zinc made through the.
Government broker at the Metal Exchange for delivery
outside London would carry a premium. Up to that
date delivery at Liverpool was free and it is thought that
a fair amount of zinc had been taken up there from
stocks held by the Ministry. This is now changed, and
metal taken up in future will carryfl premium. Demand
for zinc is not particularly good and consumption is
probably running at around the level seen in the con-
cluding months of last year.

Lead has been a fairly active market, but the de-
mand in this country is not very brisk and there is a
feeling that this is due to the price of the metal being
too high. Manufacturers feel it is overpriced and look
for a drop before many weeks have gone by.

Spot tin was particularly strong last week. The situa-
tion in Bolivia continues to be disturbed, but there is
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City during 1952 was about 25 per cent, lower than in
1951. but it is expected that the present year will see
an improvement.

Statistics released by the Copper Institute in New
York show that during December U.S. production of
crude copper amounted to 85,837 short tons, more than
5,000 tons up on November. Output of refined copper
was 113,965 tons, compared with 100,075 tons in
November. Domestic deliveries reached the remark-
able total of 143,088 short tons, against 125,338 tons
in November. Stocks of refined copper at December 31
were 58,858 short tons, compared with 69,237 a month
earlier.

Official prices of refined pig-lead were: —

Jemuary-~-Jalluary 15, £97 to £98; January 16, £98 to
£98 10s.; January 19, £97 15s. to £98; January 20,
£98 15s. to £99; January 21, £99 15s. to £100.

April—January 15, £94 5s. to £94 10s.; January 16,
£95 to £95 10s.; January 19, £95 to £95 5s.; January 20,
£96 to £96 10s.; January 21, £96 15s. to £97.

Zinc official prices: —

January—January 15, £88 to £88 10s.; January 16,
£90 10s. to £91; January 19, £87 10s. to £88; January 20,
£86 15s. to £87; January 21, £88 to £88 10s.

April—January 15, £88 to £88 10s.; January 16,
£90 5s. to £90 15s.; January 19, £87 15s. to £88;
January 20, £86 15s. to £87; January 21, £88 5s. to
£88 10s.

The following official tin prices were recorded: —

Cash—January 15. £956 to £957; January 16, £960 to
£961; January 19, £967 to £968; January 20, £967 to
£969; January 21, £962 to £964.

Three Months—January 15. £942 to £943; January 16,
£943 to £944; January 19, £945 to £947; January 20,
£943 to £945; January 21, £940 to £942.

Latest Foundry Statistics

According to December issue of the Bulletin of the
British lron & Steel Federation the average weekly
production of steel for the making of steel castings
during November was 2,920 tons, 120 tons more than
October and 440 tons higher than in November, 1951.
Employment in the steel foundries during November
registered a gain of 212 over the previous month. Com-
pared with a year ago, the gain has been well over
1,000. Ironfounding, on the other hand showed again
a distinct decline, losing 612 operatives. However, at
152,131 it is still higher than in November, 1951, when
the total employment was 151,956.

James Miller & Partners, Limited, Edinburgh, are
to lay four miles of 26 in. concrete-lined cast-iron
water main and construct a bridge to carry it over
the main railway line at Scotstounhill, Glasgow, for
Glasgow Corporation Water Department, at a cost of
£107,402. The principal contracts, valued at £131,500,
for supplying the pipes have been placed with the
Staveley Iron & Chemical Company, Limited, and
short lengths of steel pipe to be used for special works
will be supplied by Stewarts and Lloyds, Limited, at
a cost of £2,600. Valves, costing £5,150, were ordered
two years ago from Glenfield & Kennedy, Limited,
Kilmarnock, and these should be ready when required.
Construction of this part of the department’s West
mains works will complete the pipelaying of ten miles
of mains except for the river crossing. It is expected

some prospect of Bolivian concentrates being shipped to----that work on the department’s Clyde tunnel will begin
this country. Output by the U.S. tin smelter at Texap iS*oftly.
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Siememaé&t tHe oid fPjtoa&ta !

“ Don’'t spoil the ship for the sake of a coat of paint”’—
well, don’t spoil a casting for the sake of Chaplets and Studs

PRRCLIFION CHAMTIS™ WithW89ES 25k RehieY pRAisd 2thend
SEND US YOUR ENQUIRIES AND COMPARE OUR PRICES AND QUALITY.

We are the original manufacturers in this country of

PURE TINNED MOULDERS’ STUDS MOTOR CYLINDER STUDS PERFORATED CHAPLETS
RADIATOR AND NAIL CHAPLETS PIN STUDS SPIRAL DENSENERS HINGE TUBES
DOOR CATCHES AND DOVETAILS FOR GENERAL STOVE AND RANGE TRADE
TOP HAT CHAPLETS SKIMMING GATES AND PRESSED TIN NAILS

OBTAINABLE & USED ALL OVER THE WORLD
PRECISION CHAPLETS AND STUDS FOR BETTER RESULTS

ON ADMIRALTY LIST

. PRECISION PRESSWORK CO. LTD.  PATENTEES

SUPPLIERSAfS VARIOUS CLIMAX WORKS, COLESHILL STREET, ESTABLISHED
DEPARTMENTS OF BIRMINGHAM 4
H.M. GOVERNMENT Phone: ASTON CROSS 1402 Grams: “ Precico, Phone, Birmingham ’ 187 4

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

CREECHURCH HOUSE ST.STEPHENS STREET CHRONICLE BUILDINGS 'PEMBROKE BUILDINGS
CREECHURCH LANE ASTON CORPORATION STREET PJER STREET
I LONDON E.CJ. BIRMINGHAM 6 MANCHESTER 4 SWANSEA
i TcL AVENUE 5341 TalL ASTON CROSS 3115 TeL BLACKFRIARS 3741 T«L SWANSEA 4G3S -
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Current Prices of Iron,

Steel,
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and Non-ferrous Metals

(Delivered, unless otherwise slated)

January 21, 1953

PIG-IRON

Foundry Iron.—No. 3 1ron, Class 2 —Middlesbrough,
£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.j
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 2$ 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. Od.; Wales (Welsh iron),
£16 8b. 6d.
Basic Pig-iron.—£13 19s. all districts.

FERRO-ALLOYS
(Per ton 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. to 28s. per Ib. of V.

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

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

Ferro-tungsten.—80/85 per cent., 25i.3d. to 25s.9d. per
Ib. of W.

Tungsten Meta! Powder.—98/99 per cent., 28s. 3d. to
32s. 7d: per Ib. of W.

Ferro-chrome (6-ton lots).—4/6 per cent. C, £85 4s., basis
60% Cr, scale 28s. 3d. perunit; 6/8 per cent. C, £80 17s., basis
60% Cr, scale 26s. 9d. per unit; max. 2 percent. C, 2s. per Ib.
Or; max. 1 per cent. C, 2s. 2jd. per Ib. Cr; max. 0.15 per
cent. C, 2s. 3Jd. per Ib. Cr; max. 0.10 per cent. C, 2s. 3fd.
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  (blast-furnace). — 78 per cent,
£48 12s. lid

Metallic Manganese.—93/95 per cent,., carbon-free,

£262 to £275 ner ton; 96/98%, £280 to £295 per ton.
Ferro-columbium.—60/75 per cent., Nb -j- Ta, 40s. to
60s. per Ib., Nb + Ta.

SEMI-FINISHED STEEL

Re-rolling Billets, Blooms, and Slabs.—Basic : Soft, u.t.,
£25 4p. 6d.; tested, 0.08 to 0.26 per cent. C (100-ton lots),
£26 14b.6d.; hard (0.42 to 0.60 per cent. C), £27 12s.; silico-
manganese, £33 8s.; free-cutting, £28 8s. 6d. Siemens
Martin Acid : 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.—
B&sio, 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
0.25 per oent. C, £31 17s.

Sheet and Tinplate Bars.—£25 3s. 6d.

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.—Rounds and squares, under 3in.,
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-molybdenum,
£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, £962 to £961;
£942; settlement, £963.

Zinc.—January, f88 to 188 10s.; April, £88 5s. to £88
10s.

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

Zinc Sheets, etc.—Sheets, 15g. and thicker, all English
destinations, £115 5s. rolled zinc (boiler plates), all
English destinations, £113 5s. ; zinc oxide (Red Seal), d/d
buyers' premises, £120 15s.

Other Metals.—Aluminium, ingots, £166 ; magnesium,
ingots, 2s. 10£d. per Ib.; antimony, English, 99 per oent.,
£225; quicksilver, ex warehouse, £70 10s. to £71
(nom.); nickel, £483.

Brass.—Solid-drawn tubes, 26Jd. per Ib.; rods, drawn,
34|d.; sheetsto 10 w.g., 284s. 9d. per cwt. ; wire, 32Jd.;
rolled metal 271s. 6d. per cwt.

Copper Tubes, etc.—Solid-drawn tubes, 32|d. per Ib;
wire, 317s. 9d. per cwt. ba3is; 20 s.w.g., 346s. 3d. per cwt.

Gunmetal.—Ingots to BS. 1400—LG2—1 (85/5/5/5),
£195 to £218 ; BS. 1400—LG3—1 (86/7/5/2), £210 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, 49fd. per Ib.; rods, 44Jd.;
tubes, 42%d.; cmll oast bars: solids 3s. 10d. cored 3i. lid.
C. Clifford & Sob, Limited.)

three months, £940 to

£99 16s. to £100;

Nickel Silver, etc.—Ingots for raising, 2s. 9d. per Ib. (7%)
to 3s. 11J. (30%); vrolled metal, 3 in. to 9 in. wide X
.056, 3s. 3d. (7%) to 4s. 5d. (30%); to 12in. wide x
.056, 3s. 3jd. to4s. 5°d.; to 25 in. wide x .056. 3s. 5£d.
to 4s. 7Jd. Spoon and fork metal, unsheared, s« to
4s. 21. Wire, 10g., in coils, 3s. 9id. (10%) to 4s. lid.
(30%). Special quality turning rod, 10%, 3s. 8}!.;
16%, 4s. 2d,; 18%, 4s. 6|d. All prices are net.
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Forthcoming Events

JANUARY 26
North-cast Metallurgical Society
Discussion on “ The Training of a Metallurgist,” openin

speaker Dr. A. D. Merriman, 7.15 p.m., at the Clevelan
Scientific and Technical Institution, Mlddlesbrough

Institution of Works Managers
Glasgov) branch:—1 Factory Insurance,” by Charles Kelly,

5 p.m., at the Institution of Englneers and Shipbuilders
|n Scotland 39, Elmbank Crescent, C.2.

Institution of Production Engineers
Shrewsbury sub-section:—*“ Management and Production,” by

Bainbridgc, 7.30 p.m., at the Shrewsbury Technical
College.
JANUARY 27
Lincoln section:—* Fundamentals of Production Manage-
ment,” by Dr. M. Seaman. 7.30 p.m., at the Staff Canteen,

Ruston & Hornsby, Limited, Boultham Works.

Luton section “ Problems of Machine Maintenance,” by
R. M. Buckle, 715 p.m., at the Small Assembly Room
Town Hall.

Shetlleld Metallurgical Association
“ Hydrogen- in Steel—A General Survey,” by K. C. Barra-
clough, 7 p.m., in the Grand Hotel.
Institution of Works Managers
Wolverhampton branch:—* Material Handling,” 7 p.m., at
the Star and Garter Royal Hotel.
Purchasing Ollicers* Association
Wolverhampton branch —Films by “ Aims of
5 p.m., at the Victoria Hotel.
Institute of Industrial Supervisors
Rotherham section:—" Iron and Steel Productivity Team Re-

port-some points of interest for Supervision,” by J.
Wadsworth, 7.30 p.m., in the Lecture Hall, Steel Peech &

Industry,”

Tozer.
JANUARY 28
Institute of British Foiimlrvmpn
London branch:—* Runners and Risers,” short papers by
E. D. Daybell, P. A. Russell, and R. W. Ruddle, 7.30 p.m.,
at the Waldorf Hotel, Aldwych. W.C.2.
LowPhosphorus
Refined £Cylinder
Hematite
n Malleable

n Derbyshire
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Institution of Works Managers
Tees-side branch:—* Machines and Men,” by Professor
Burstall 7.30 p.m., at Cleveland Institute, Middlesbrough.
Institution of Production Engineers
Coventry graduate section:—* Batch Production,” by F. H.
Harris, 7.30 p.m., at the Geisha Cafo, Hertford Street.
JANUARY 29
Institute of Metals
Birmingham section:—*“ Modern Technique in Spectrographic

Analysis,” discussion 6.30 p.m., at the Janies att
Memorial Institute, Great Charles Street.

Purchasing Ollicers” Association
West of England branch:—* Sound Steel” (01m), 7.15 for 7.45
p.m.. at Carwardines, Limited, Baldwin Street, Bristol.
Incorporated Plant Engineers
South Yorkshire b ran ch Oxygen in_Industry” (film and

demonstration), discussion led by Il. Townend, 7.30 p.m.,
at the Grand Hotel, Sheffield.

JANUARY 30
Institute of British Foundrymen
Falkirk section “ Synthetic Resins,” by R. Carswell, 7.30
.m., at Temperance Café, Lint Riggs. o
West Wales section Strength, Structure and Composition

of Unalloyed Grey Iron,” by H. T. Angus, 7 p.m., at the
Canteen of Richard Thomas & Baldwins, Limited, Landorc.

Institute of Vitreous Enamellers
Midland section:—" Men only” Dinner, at the Imperial Hotel,

Birmingham.
JANUARY 31
Institute of British Foundrymen
Wales and Monmouth branch:—" Strength. Structure and Com-

position of Unalloyed Grey lrons,” by H. T. Angus, 6 p.m.,
at the Engineers’ Institute, Cardiff.

Cancellation of Meeting. Members of the Association
of Bronze and Brass Founders in the Yorkshire area
are informed that January 23 has proved to be incon-
venient to all but a very few and therefore arrangements
for the meeting have been cancelled.

A Northamptonshire
Swedish Charcoal

Ferro Silicon

Alloys o Briquettes
N.F.Metals e-Alloys
Limestone
Ganister
Moulding Sand
Refractories

WILLIAM JACKS&C, LT?

» TWinchester House, Old Broad Street

TELEPHONE: LONDON WALL 4774 (SZ/zirs)

Birmingham,
39, Corporahon Street

MIDLAND 33771/6

Liverpool,
13, Pumford Street

cemtral:
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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.

«an normally be accommodated in the following Thursday’s issue.

SITUATIONS WANTED

NDIAN, B.Sc., 25 5 years” (3 years

apprentice) in  Foundries, Pattern-
making, Laboratories, wishes working with
some Steel Foundry and Laboratory.—Box
3212, Foundry Trade Journal.

OUNDRY ENGINEER, twenty seven

years’ experience in Canada, U.S.A.
and England. Possess drive and initiative
to organise and control the maintenance
and developments ot building plant lay-
out. Knowledgo of mechanisation,
continuous pouring up to one hundred tons
$J day.—Box 3176, Foundry Trade

RNAL.

XECUTIVE, Non-Ferrous Foundries,
accustomed to complete control, seeks
progressive position. Sound technical and
practical experience of hand and mass
production methods of heavy and light
castings to  specification. Available

shortly. — Box 318l. Foundry Trade
J OURNAL.
OUNDRY MANAGER,

at #)resent
employed general engineering foundr
producing iron castings up to 3 tons eac
and non-ferrous castings up to 3 cwts. each,
and employing 100, desires change to
larger foundry as Assistant Foundry
Manager, with  good prospects. Age 30
years. Passed City & Guilds (1st class)
and national certificate in mechanical
engineering. M.I.B.F.  Excellent refer-
ences available. South of Nottingham pre-
ferred. Present salary £750 —Box 3209,
Foundry Trade Journal.

SITUATIONS VACANT

The engagement ol persons answering
these advertisements must be made
through a Local Office ol 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
excepted Irom the provisions of the
Notification of Vacancies Order 1952

epresentative, with proved sales

ability, reouired for foundry near
Warrington making non-ferrous sand-
moulde castings Please state age,
experience and remuneration required.—
Box 3205. Foundry Trade Journal

ore shop superintendent
required for large mechanised Iron
and Stce! Foundry in Yorkshire. Appli-

cants must have - previous experience of
the mass production of cores by vertical
and horizontal core blowers, roll-over core
machines, and ho familiar with the most
up-to-date core making techniques, rat«
fixing etc. As housing accommodation is
not available, this post is more suitable
to applicants who are not married.—Ap I?/
in the strictest confidence, giving full
details of previous experience and salary
required to Box 3206, Foundry Trade
Journal.

epetition malleable

FOUNDRY in Dudley and Brierley Hill
district, requires Pattern Shop Foreman.
Used to match plate pattern production.
Wood and Metal. Good salary for first-
class man.—Apply Box 3207, Foundry
Trade Journal.

SITUATIONS VACANT—Confd.

anager - metallurgist with
specialised experience in magnesium
and capable of pioneering expansion from
premises to finished casting including pres-
sure die casting, modern mass production
methods throughout. Exceptional a{)point—
ment with established and successful group
of Companies offering progressive income
to capable and energetic man.—State full
details of experience, technical education,
age and salary level to, Chief Engineer,
Box 3208, Foundry Trade Journal.

730REMAN  required by North-East

Coast lron Foundry. Experience in
the manufacture of Cast lron Pipe Specials
in loam, greensand and drysand is re-
quired.—Apply, giving full details of pre-
vious experience and salary' required, to
Cochranes (Middlesbro’) Foundry, Ltd.,
Ormesby Iron  Works, Middlesbrough.
(This vacancy docs not come under the
control of the Notification of Vacancies
Order. 1952.)

ENIOR ANALYST, age 25/30; A.R.I.C.

or equivalent standard; metallurgical
analytical experience; to supervise analy-
tical” section of laboratory-, knowledge of
Iight aijoys and/or foundry procedure an
advantage. Salar £500 ~per year, or
according to qualifications and experience.
—Applications, marked “ Confidential,” to
Managing Director, Wm. Mills, Ltd., Friar
Park Road, Wednesbnry, Staffs.

HE DAVID BROWN FOUNDRIES

COMPANY, Penistone, Nr. Sheffield,
require a Metallurgical Assistant for the
Foundry Technical Control Section.
Apﬁlicants should he of graduate standard,
with experience of research on Steel and
Bronze Castings, and knowledgo  of
Foundry practice preferably. Age 25/35
years. Reply stating age, education and
experience to Personnel Officer.

ORTER required for ingot foundry in
the Dudley area, for aluminium
alloys. Experienced man needed, capable
of grading miscellaneous aluminium scrap,
both cast and roiled. Assistance with
accommodation would be considered. Good
prospects, pcrmanoncy. pension scheme,
etc.—Please reply with full details of
experience, age. salary expected, to Box
3213, Foundry Trade Journal.

ethods estimator ratefixer

wanted. ~ Wide, practical, technical
and commercial experience on semi-
mechanised plant—High Duty and Grey
Iron. Job offers scope for man with
initiative.—Write giving full details of
experience and salary Box 3214, Foundry
Trade Journal.

Ilied iron Founders7?, Itd .

invite applications for the post of
WORKS MANAGER at their Bath Plant.
Greenford (Middx.?. Applicants  must
have first-class qualifications and experi-
ence in ironfounding, foundry mechanisa-
tion, and modern mass production methods,
and bo competent to accept full responsi-
bility for the operation and development
of modern works. Knowledge of enamel-
ling on east iron will be an advantage.
Good salary and permanent position
offered to the right man.—Please address
replies to Tng secretary. British Bath Co-
Ltd., Greenford, Middx.

If received by first post Tuesday advertisements

SITUATIONS VACANT Contd

RAUGHTSMAN-DESIGNER, with ex-

perience of Stove and Grate trade,
required by progressive ironfounders in
the Birmingham area. Good prospects.—
Box 3215, Foundry Trade Journal.

OREMAN for Foundry producing

Grey lron Castings. Will be in full
charge of about 20 men.—Apply in
confidence J. J. Smith A Co. (Engineers)
Ltd., Waddicar Lane, Melting, Near
Liverpool.

ENIOR ACCOUNTANT required by

large Foundry in Wolverhampton
area. Man with Foundry Accountancy
Fgreferred, but not absolutely essential.—
eply to Box 3195 Foundry Trade
Journal.

A SSISTANT FOREMAN
-TA- Midland Foundry making high
quality grey and refined iron castings.
Applicant must be about 40, and bo able
to supervise mechanically charged cupolas
and a section of floor moulders producing
castings up to 3 cwt. The position has
exceptional progressive possibilities for an
executive who has_both technical and
practical qualifications.—Apply in _first
mstancle to Box 3202, Foundry Trade
Journal.

required by

OUNDRY FOREMAN.—General engi-

neering jobbing foundry. Total em-
ployees 60. Appenticeship “in Sand and
Loam essential.  Supervisory ability im-
portant. Would be responsible to Foundry
Superintendent for control of labour—State
a?e and salary required, enclosing copies
of references, to Joiin Varley, Ltd., Atlas
Street, St. Helens, Lancs.

RAUGHTSMAN required for Foundry
(both Mechanised and General) also
Machine Shop, Drop Forgo, etc.; must
be fully experienced in every way in read-

ing blue prints, estimating weights, and
work on drawing board, ablo to work on
own initiative.—Box 3183, FoundrylTrade

Journal.

REPRESENTATIVE required, pre-
ferably with good connections with
users of Grey lIron Castings, for an old-
established Vitreous Enamelling Company

in the Midlands.—Please reply, giving

fullest particulars in confidence, to Box

3199. Founduv Trade Journal.
ATTERNMAKER.—A first-class man

with drive and initiative wanted to
take charge of and build np a small
pattern shop servicing small but pro-
?ressive jobbing and semi-mechanised iron
oundries. Must be fully experienced in
wood and metal patterns; be able to con-
trol and train staff and to estimate for
jobs. A good opportunity for the right
man. Only first-class man who is pro-
gressive and adantable and who is pre-
ared to tackle the many problems of
uilding ud a small unit should apply.—
Anply in first instance, in writing, giving
full details of age and experience, wages

required, etc., to The High ,k Wycombe
Foundry Co., Ltd., Chapel Lane, Sands,
High Wycombe. All replies, treated in
confidence.
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SITUATIO NS VACANT—Contd
11/rANAGER required for small Non-
Jiell ferrous Foundry. Willenhall district.
Able to obtain business and secure results.
Good salary paid for right person.—Box
3190, Foundry Trade Journal.

ime STUDY RATE FIXER for re-

costing, etc., required for Machine
Shop, Mechanised and General Iron
Foundry. Progressive position for man
with plenty of drive and able to work on
own initiative. Only man fully
experienced need apply. — Box 3185,
Foundry Trade Journal.

equired by foundryman (27)

progressive post on Technical or
Supervisory side of foundry industry.
Sound practical experience. City and
Guilds Final Foundry Practice and Inter.

Metallurgical Operations. A.l1.B.F.—Box
3201, Foundry Trade Journal.

"VfON-FERROUS METAL REFINERS,
JAi Birmingham district, require
Assistant to Chief Chemist. Minimum ago
22. Must be fully acquainted with all Non-
ferrous alloys, residues, etc. Knowledge
of Spcctrographic analysis and physical
testing preferred but not essential. Person
taking position must bo able and willing

to continue with night studies. Minimum
salary £450 per annum. Companies
employees informed. Full details, age,

experience, etc.—Box 3198, Foundry Trade
J OURNAL.

EDUCATIONAL

NATIONAL FOUNDRY COLLEGE,
Wulfruna Street, Wolverhampton.
MOULD MATERIALS.

A SPECIAL short course of 6 lectures
JrX. will be given by the staff of tho
National Foundry Collego on various
aspects of the above subject on Thursday
evenings at 6.30 p.m., commencing 12th
February, 1953.

The Course fee is £2, and
may be by post or personal

BUSINESS FOR SALE

W ARRINGTON, LANCS.-FOIt SALE
VALUABLE FREEHOLD FACTORY
About 1£

enrolment
application.

SITE OF FIFTEEN ACRES.
miles from Town Centre 011 Main North-
South Road. Rail siding available. All
services. Close to Corporation Housing
Estate.—For particulars and plans apply
Box 3211, Foundry Trade Journal.

AGENCIES
A GENT REQUIRED FOR SCOTLAND

jtty BY CO RE-BINDER MANU-
FACTURERS.—Box 3184, Foundry Trade

Journal.
S ALES AGENT, with established con-
nections in London and Home

Counties, required by well-known Firm of

Midland Malleable Iron Founders.—Box

3203, Foundry Trade Journal.

A GENCY —Sales Agent required by
Iron Founders in Yorkshire. Good

commission payable to man able to intro-

duce business.—Box 3193,
J ournal.

Foundry T rade

PATENTS
T HE PROPRIETOR of British Patent

No. 629248, entitled “ Improvements
in and connected with tho casting of
metal,” offers same for licence or other-

wise to ensure practical working in Great

Britain.—Inquiries to Singer, Stern &
Carlberg, 14 East Jackson Boulevard,
Chicago 4, lllinois, U.S.A.

FOUNDRY TRADE JOURNAL

PATENTS—Contd.

630328 for “ Improve-
relating to Centrifugal
Castiug of Pipe.” Owner desires to meet
all demands for the utilisation of this
Patent and invites enquiries from manu-
facturers and others in Great Britain pre-
pared to assist in its commercial exploita-

P ATENT No.
ments in or

tion.—Address in first instance Messrs.
Pollak, Mercer & Tench, Chartered
Patent Agents, 134, Cheapside, ixmdon,
E.C.2.

MACHINERY WANTED

W ADKIN Pattern Shop Machinery
wanted. Price and particulars.—
Box 3210, Foundry Trade Journal.

MACHINERY FOR SALE

/* A300 Carborundum Crucibles, unused
and in good condition, at reduced
price.—Box 3200, Foundry Trade Journal.

FOR SALE.

N O. 16 ATRITOR CRUSHER by Alfred

Herbert, complete with Feed Hopper,
overhauled and with a quantity of spares.
Also a No. 12 Atritor by Alfred Herbert,
for which we have available about 6 tons

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

SAVILLE-CALVERT (MACHINERY)
LIMITED.

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

IMMEDIATE DELIVERY.

Pnoulec Royer. £85.

Jackman Ballbearing Sand Mill,
with a.c. Motor drive. £155.

Sand Mill, by James Evans.
48 in. diam. £55.

New unused Sand Thrower,
3-phase. £50.

New Cupolette, unused, complotc.

Over 70 new and secondhand
Tilting and Bale-out Furnaces, by
Morgan, etc.

Foundry Git Cutter,
1J square.

Six nearly new
Stoves. £55 each.

Our new Catalogue would interest
you. May we send you a copy-
free.

ELECTROGENERATORS LTD.,

Australia Road, Slough.
Telephone : Slough 22877.

a.c.,

as new, for

Ballard Core

DELIVERY EX STOCK

New shot blast cabinets
complete with Dust
Extractors, etc., size Sft. 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
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MACHINERY FOR SALE—Contd.

F OR SALE two half tonner (1952) Jolt

Rollover Pneiilec Machines, complete
with spare Bumping Unit. Also four 750
Ib. Jolt Rollover Pneulec Machines.—W rite
Cation & Company Ltd., 29, Chadwick
Street, Leeds, 10.

very powerful Dust Extractor-

< Blower. Motorised unit (unused),
£15. One-third to-day’s cost.—BuLUHOIE'e,
306, Holloway Road, London, N.7. North
4117.

B T.H.

ALBION WORKS

FOUNDRY PLANT AND EQUIPMENT
FURNACES-IMMF.DIATE
DELIVERY
T YPE K2 COKE FIRED LIFT OUT

CRUCIBLE FURNACE, with Heat
Resisting Cast Iron Dome; quick action
drop bottom; arranged witli special air
distributing belt also acting as preheater

for air; M.D. Blowing Fan, 400/3/50.
CAPACITY 120-200 Ibs.

TYPE Fla ALUMINIUM BALE OUT
AND HOLDING FURNACE fabricated
of heavy steel plate; Heat Resisting
Cast Iron Top; Lined with alumina fire
bricks and well insulated; M.D. Blowing
Fan, 400/3/50.

CAPACITY 150 to 200 Ibs.

TYPE P.la HALF TON CENTRAL AXIS
TILTING FURNACE—OIL FIRED; but
can be converted to GAS quite easily;

Tilting Gear consisting of worm, main
wheel and bevels; drop bottom; M.D.
Blowing Fan, 400/3/50.

RUMBLING BARRELS (IMMEDIATE

DELIVERY)

"FOR WAR1"” MOTOR DRIVE
RUMBLING BARREL, Model 237;
approx. a-ton capacity; length 4 ft.
7a in., width A/F 1 ft. 101 in., speed
of barrel 36 r.p.m.; 3 h.p. s.c. Motor,
400/3/50. TOTALLY ENCLOSED trun-
nion mounted driven through 'Totally

Enclosed Worm Gear Reduction unit.

MOTOR DRIVEN ITEXAOONA L
RUMBLING BARBELS 36 in. long by
IS in. across fiats, 12 in. plate, driven
by 3 h.p. Motor and complete with
Starter, 400/3/50.

BELT DRIVEN ditto, size 36 in. long by
3G in. across flats; driven through fast
and loose pulleys with belt striking gear.

“FORWARD ” FOUNDRY SAND
RIDDLE
FORWARD FOUNDRY SAND RIDDLE,
5 tons per hour capacity; complete with
Tripod and 22 in. dia. sieve. Motorised.
GEARED FOUNDRY CRANE LADLES
(STOCK OR EARLY DELIVERY)
3-ton; 50-cwt.; 2-ton; 30-cwt.; 25-cwt,;
20-cwt.: 15-cwt.; 12-cwfc.; 10-cwt.
3/4-Cwt. UNGEARED LADLE
"POLFORD?"” MOTOR DRIVEN
VIBRATORY SCREEN; 20 in. by 40 in;
CAPACITY up to 8tons per hour; robust

fabricated steel construction, driven
through eccentric shaft by 1 h.p.
TOTALLY ENCLOSED S.C. MOTOR,

400/3/50—IMMEDIATE DELIVERY.
AlIR COMPRESSORS — WE CARRY
LARGE STOCKS OF AIR COM-
PRESSORS OF ALL TYPES RANGING
FROM 2 C.F.M. up to 3,000 C.F.M.
AGAINST PRESSURES VARYING
FROM 5 Ibs. P.S.I. to 200 Ibs. P.S.I.

THOS W. WARD LTD.

ALBION WORKS SHEFFIELD
Phon« 26311 ‘Grams : *Forward.¥

Remember Wards might have It !
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MACHINERY FOR SALE—cContd.
Q A -300 Ib. Aluminium Bale Out
IVLF Furnaces, gas fired, complete with
Burners. Morgan, etc: Offers for the lot
or part. Seen at Aluminium Die Castings

(Birmingham) Limited, 52. Oxford Street,
Birmingham, 5.

S AND MIXERS and DISINTEG-
RATORS for Foundry and Quarry;
capacities from 10 cwts. to 10 tons per hr.—
W. fc A. E. Brealey (Machinery). Ltd.,
Station Works, Ecclesfield, Sheffield!.

" JY/Y K.W. Steam-driven
-1-V/LF Set, 400/440 volts, 3 phase, 50
cycles, Beilis & Morcom engine, 150 p.s.i.;
also Two 250 K.W. Steam-driven Alternator
Sets, 150/160 p.s.i. Enquiries invited for
all types of Electrical and other machinery.
—Rees Industries Ltd., Great Western
Dock, Llanelly. Tel.: 657.

Alternator

T ILGHMAN Tumblast Wheelabraior
WTB.2, 36-in. by 42-in. chamber (11*
cub. ft.) for castings to 80 Ibs. individual
weight, capacity approx. 3 tons per hour;
motors 400/3/50.
SMITH Steam
standard gauge. 3
30-ft.  jib. (Two
| ndustries Limited, Y ate,
Chipping Sodbury 3311

Locomotive Jib Crane,
tons at 16-ft. radius,
available.)—Newman
Bristol. "Phone :

FOUNDRY TRADE

JOURNAL
MACHINERY FOR SALE—Contd.

BOO

LOCOMOTIVES.

H UDSWELL-CLARKE 0-6-0 Steam
Locomotive, 4 ft. 8£ in. gauge, 12 in.
by 18 in. cylinders.

Sentinel 0-4-0 Steam Locomotive.
4 ft. 8€ in. gauge.

Hibberd Planet 40/48-h.p. Diesel Loco-
motive. 24 in. gauge, 6-tons model.

Simplex 20-h.p. Diesel Locomotive, 24 in.

gauge.
Simplex 20-h.p. Petrol Locomotive, 24 in.
gauge.
Ruston & Hornsby 16/20-h.p. Diesel
Locomotive. 24 in. gauge.
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
weighing from 1 Ib. to 15 tons, in-
cluding Quasi-Bessermised imgot moulds
up to 10,000 lons per annum.—TnE Cross
Foundry & Engineering Co., Ltd., Gor-
scinon, near Swansea.

castings

luminium foundries.—
Immediate capacity for the complete

manufacture of Dies for Aluminium
Gravity Die Castings.—R. E. Ormerod
Ltd., Ednall Lane, Bromsgrove, Worcs.

ATTERNMAKER, well equipped for

small and medium work, desirous of
business on own account, wishes to contact
prospective customers.—Box 3123, Foundry
Trade Journal.

TRON FOUNDRY CAPACITY available

on Jobbing Floor for best Grey lIron
Castings, Cored Work a Speciality. Weight
up to 2 tons. Hand Moulding Machine
Capacity up to 56 Ibs.—Apply Wm. Dove
& Sons, Limited, Piccadilly, York.

W ELL-KNOWN Foundry in Midlands

has immediate capacity for light grey
iron castings, suitable for Down Sand
Frame Machines, using boxes 28 in. by
24 in. by 4 in.,, and 34 in. by 25 in. by
4 in. Competitive prices quoted for long
runs. Also capacity for vitreous enamel-
ling.—W rite to Box 3173. Foundry T rade
Journal.

B eehive foundry, 50, Hail Lane,
W alsall 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.
T he ace pattern company,
Ilillmorton Road, Rugby. (Tel.:
3638.) First-class patterns in wood or
metal. Speedy delivery and competitive
prices.

S TEEL FOUNDRY in West of Scotland

has capacity available for machino
and hand moulding. Castings from a few
pounds up to 2£ tons to all leading
specifications.—Box 3179, Foundry T rade
Journal.

JANUARY 22, 1953
CAPACITY AVAILABLE—Contd.

T ANCASHIRE FOUNDRY, with sound

J reputation over many years, has
Capacity for Aluminium Sand Castings.
Patterns if required—Box 3182, Foundry
Trade Journal.

ATTERNMAKING capacity available
immediately. Large turning facili-
ties; sub-contract work accepted.—F oundry

Patterns, 7, The Parade (Basement),
Carshalton, Surrey. ‘Phone: Wallington
1691.

J OBBING IRON FOUNDRY have

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 Iron Castings, Exhaust Mani-
folds, Switch Goar, Stovo and Grate, and
any castings up to 5 cwts. Quality and
prompt delivery guaranteed.—Apply
Cradley Chain & Mfg. Co. Ltd., Mill
Street, Cradloy, Staffs.

A"ON-FERROUS FOUNDRY. — First-

class quality castings in Aluminium,
Bronze, Gunmetals, etc., at competitive
prices, including patterns if required.—
Beeston Lee & Co., Ltd., 33, Swindon Road,
Stratton St. Margaret, Wilts.

T IVIDALE FOUNDRY, LTD. Local
Board Road, Watford. (Tel. 3743)
Non-ferrous Sand Castings, 2 cwt. maxi-
mum. Prompt quotations and deliveries.
on-ferrous sand castings —
Clean, high quality, sand blasted
castings jn gun metals, brass, aluminium,
etc. Necessary patterns if required.—
M kynbll & Sons, Ltd., Montrose Street,

Wolverhampton.

IDLANDS.—R. J. Harris & Son, Ltd.,

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

echanised foundry.—Malleable

and Grey Iron Castings offers 20 tons
per week free capacity at early date. Pre-
ference for boxes up to 28 in. by 16 in. by
5 in. by 5 in. Snap Flasks up to 14 in.
by 14 in. by 3 in. by 3 in. Hand moulding
capacity also available. Cast lron Pipes
flanged aDd specials. Patternmaking
facilities it required.—E. J. Wallace, 39,
Constitution Street, Dundee.

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
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CAPACITY AVAILABLE—Contd. MISCELLANEOUS—Contd. MISCELLAN EO US—Confd.
C ASTINGS.—We can save your porous "V”-HAY. Commercial and A.l.D. work
castings, ferrous or non-ferrous, by -¢ V. expeditiously carried out and inter-
an approved Impregnation Process; sample PIG IRON preted. Collections and Deliveries arranged.
castings tr_ez-tjted.—Eecupero‘ !_dléi., 6(?‘ hSouth —W rite for details to Magnal Products,
E;;B%wll\ééé uct, Harrow, Middx. ’Phone: FOUNDRY GRADES direct from Ltd., Tower Road, Warmley, near Bristol.
U.S.A.—Prompt delivery.
TIBEN LTD. Finsbury House ClIEA SAND for Castings, any quantity
ATWOOD BEOS., Llttleborongh, X ’ ’ by road or rail—Jonn Livistv, L td.,
Lancs., Invite enquiries tor all typ«B Blomfield St., London, E.C.2. Leamington Road, Ainsdale, Southport.

of Patterns and Scale Models. Highly
finished, accurate work of any size.
543.

Tel.
7TUKEWO0OD for Cupolas. Sleepers and
Sleeper Wood in wagon loads.—
MISCELLANEOUS CERIUM MISCHMETAL Luxiy's (Wolviston), Ltd.. Wolverton,
proved by successful use to be best Bocks.
: : suitable  for the production of
M ANURE, especially  suitable for Nodular Cast lron on account of
Foundry work and as supplied to special composition and quick
the trade for over 25 years. Quotations solubility, available for prompt and TIJATTEB.N Equipments, M achined
on request.—Frank Ginster, Moxiey, Wcd- regular Ydeliveries of large and 1 Plates, Castings, Conuxmerd”,
nesbury. Phone : 0688 Wednesbury. small quantities. Further informa- Assemblies, Jigs, Fixtures, Corebox Air
tion gladly supplied on request.— Vents and Dowels. Developing firm
. Box 3204, Foundry Trade Journal. requests engniries. Keen personal atten-
raphite / plumbago. — we tion.—Booth Bros. Engineering, Baggrave
specialise i>n the supply of all quali- Street, Leicester.
ties and all meshes. Enquiries welcomed
and answered immediately. Prompt
deliveries from stocks. — W oodstock TVIOISTURE TESTING—Famous Engi-
(London), Ltd., 33. The Little Boltons, c B R I M U L T A ” | €X neers write about “SPEEDs“
London, S.W.10. FREmantle 6646/7. MOISTURE TESTER: “Not only
R E C A R B U R | Z E R ‘speedy,” but can be wused satisfactorily
by unskilled labour during tests."”
AGNESIUM and/or Aluminium Cast- crushed to your specification Accurate; portable; noil-electric. Over
ings heat treated to A.l.D. approved 6,500 in use. for foundry sands, refrac-
specification. Also any other materials up MULTIPLE ACTING FLUX LTD. tories, many other materials. Complete,
to 550 deg. Centigrade temperature range. SHEFFIELD. 10 £24 10s.—W rite for Illustrated Brochure to
—M agnal Products, Ltd.. Tower Road, ' T’hos. Ashworth & Co.,, Ltd. (Dept.
Warmley, Bristol. F.T.J.), Burnley, Lancs.

SHELL MOULDING

INCLUDING THE
ORIGINAL “H”

GRADE SAND. W.J. HOOKER LTD.

4 MIDLAND CRESCENT, LONDON, NW.3
Phone: HAMpstead 2495

FOUNDRY AND FACTORY

VITREOUS ENAMELLED PAINTING and
CASTINGS LIMEWASHING

ARE EASILY CLEANED, UNAFFECTED SERVICE

BY HEAT, AND ADD TO THE BEAUTY Immediate Capacity—Countrywide Service
OF THE HOME

THE RUSTLESS IRON CO, Ltd, PAINTING AND DECORATING CO. LTD.

. R Ruby Triangle, AND Regd. Office: Sackville St.,
Trico Work* . . . Keighley London, S.E.I5 LEEDS Salford 3, Lancs.
New Cross 2187 BLA 6098/9
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PATTERNMAKERS
PLATE PATTERNS LOOSE PATTERNS

WOOD and METAL for MACHINE UP TO HIGHEST DIMENSIONS
or HAND MOULDING

Finest Workmanship. High Technical Assistance for Easy Foundry Production.
MOST MODERN SPECIALISED PLANT IN SOUTH ENGLAND

Keen Quotations. Good Delivery.
Send your enquiries to

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

Telephones: Victoria 1073 & Victoria 7486

woop PATTERN MAKERS METAL

PLATE OR LOOSE PATTERNS, MODELS, ETC.

Good accurate work at competitive prices and prompt delivery.
Under personal supervision.

J. H. MAY

117, CENTRAL STREET, LONDON, E.C.I
CLErkenwell 5085 & 3509

Branch Works CROWN WHARF, DACE ROAD, OLD FORD, E3 AMHerst34ll

FIRST

FOR
Leading aircraft marine

WOOD AND MOTOR E ELECTRICAL

METAL ENGINEERING COMPANIES

PATTERNS contact

tinNitue™"“sal Pattern

CO (LONDON) LIMITED

IRON AND NON 269 ROTHERHITHE NEW ROAD,
LONDON S.E. 16

FERROUS CASTINGS Phere Bemmondsey 1337/8 « Groms Bitterns Sediist London
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If you use Pattern Equipment

HS&ePREMO

3188-9

we can be of service to you

FROM ONE-OFF TYPES THROUGH THE RANGE OF
PATTERN EQUIPMENT TO THE ALL-METAL SUPER PRO-
DUCTION CLASS," OUR POLICY IS DIRECTED TOWARDS
USERS BENEFIT. MAY WE INVITE YOUR ENQUIRIES?

PATTERN CO. LTD.
SUN STREET WEST, EDGBASTON, BIRMINGHAM, 15

ne Pressurecast Pattern Plate Co

THE

Makers of
at prices

accurate patterns,
which make plate

a practical proposition.

Core-Boxes
moulding for

and MatcHplates,
small quantities

Quick delivery assured.

In the interests of economy write to

PRESSURECAST PATTERN PLATE COMPANY

12, Higher Sheffield

Street, Manchester 12. or phone :

Patterns for gen. jneers. Patterns for machine builders. Patterns for jigs and tools. Patt™
for jigs erns for * k™~ O tejA for machine cools, for jigs an""g\ols.
Patter tA"nfetAMPABAHftmdmecry”~-Pattern”attern®*""or castings
for elSteri B
for sped fITTciiMytrade'
Patter aApBI*»wro rwisdi locom IN IRot4
Patto~Wor foundr] errtgytor™*r'comcNjMIWtrs. f 2~ Pernfoundn
P a f o r reneral enpine*'.. P.trprns fnr r. More px**m Patterns
aircraft

N5/ LOOSE AND PLATE PATTERNS iment METALS
for el: in wood or metal - of any size ders and -
for sp; according to your requirements is for d I
Patteie In our well-equi iti i ichine o>

L. -equipped works we can produce at competitive prices and Patte
Patc?” keep to food delivery. May we place our experience at your service? °y- .
for jigs general engi

Patterns for motor industry.

Patterns for aircraft industry. Patterns for general engineers .Pat™

0 K. D. LEE, ROEBUCK RD., TOLWORTH, SURBITON. T.iphon.: elmbridge »271jurrsy

Patterns for locomotive bu

ilders. Pacterns for stationary engines.for specialised trades. Patterns for shipbuilder

Broughton 3032 or Heaton Moor 2577.

&

35



PATTERNMAKERS9

PATTERNMAKING
LARGE CAPACITY AVAILABLE
IN ALL BRANCHES OF THE TRADE

MARSDEN HIND & SON LTD.

GUIDE BRIDGE WORKS,
JOHN ST., ASHTON-U-LYNE.
EST. 1929 TEL. : ASH 242«

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

MORLEYST,, HANLEY. STOKE-ON-TRENT
Telephone: Stoke-on-Trent 2627

Foundry Trade Journal, January 22, 1953

PATTERNMAKERS

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

HIGH-CLASS PATTERNS

NON-FERROUS
CASTINGS

Phone: ELGAR 8031«

ENGINEERING MASTER
PATTERN AND MODEL

This is a small portion of the World’s largest

order for first-class Metal Pattern Equipment

to dead-on limits supplied by us to the

World’s largest Motor Car manufacturers.

First-class Wood and Metal Pattern Equipment for jet, diesel, marine, petrol
engines, machine tools, fighting cars, tanks, guns, bombs, axles, gearboxes,

gas, electric and solid fuel stoves and cookers, baths, precision instruments.
We make our own Ferrous and Non-ferrous castings.

Head Office and Main Works :

HAND OR PLATE
PATTERNS IN
WOOD & METAL

RULE AND

PATTERNMAKERS

ACCURATE
MODELS FOR

DUPLICATING OR SOUTH 3740

Telephone :
KELLER MACHINE

PROCESSES

MOFFAT

150 CUMBERLAND STREET, GLASGOW, C.5

MAKERS

Telephone: Midland 3411-2-3
Telegrams: Model, Birmingham

ESTIMATES
PROMPTLY
ATTENDED.

KEEN PRICES AND
GOOD
WORKMANSHIP
GUARANTEED

CASTINGS
SUPPLIED IN
IRON, STEEL

AND ALUMINIUM



JANUARY 22, 1953 FOUNDRY TRADE JOURNAL 37

GLENBOIG

FOUNDRY

The GLENBOIG Range includes
42/44% A 120 3: GLENBOIG A.l - GLENBOIG A.l CROWN
36/38% A120 3. GLENBOIG-GLENBOIG CROWN - CASTLECARY
33/34% A120 3. DYKEHEAD-GEM

THE GLENBOIG UNION FIRE CLAY CO. LTD., 48 WEST REGENT STREET, GLASGOW, C.2
EXPORT AGENTS: GENERAL REFRACTORIES LTD.. GENEFAX HOUSE, SHEFFIELD, 10
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THE HOIST FOR THE FOUNDRY

‘PLANET MASTER’
2 SPEED HOISTS

Load Speed Creep Speed Price
I0cwts. 36ft. p.min. 5ft.p.min. £180
1 ton 36 " 5 " £190
2 tons 18 " » £213
3 tons 12 . 2 " £310

‘PLANET’ HOISTS

Load Speed Price
5 cwts. 40 ft.p.min. £66 13s. 9d.
10 cwts. 20 £66 13s. 9d.
I ton 10 £89 7s. 6d-

BUY A HOIST THAT HAS BEEN
PLANNED FOR THE FOUNDRY

'PLANET MASTER' HOIST "PLANET" HOIST
THE PALLADIUM ENGINEERING CO., LTD,,
CHITTENING ESTATE AVONMOUTH, BRISTOL
CRANE AND HOIST MANUFACTURERS Telephone : Avonmouth 683

COMPRESSORS & EXHAUSTERS
MOULDING BOXES

SPECIALLY DESIGNED CHANNEL SECTION

ACCURATELY DRILLED AND REAMERED

ALL BOXES INTERCHANGEABLE These Vertical double-acting crosshead type compressors are
built as single and two-stage machines for pressures up to 40 and
SIZES & SHAPES TO REQUIREMENTS 120 Ibs. per sq. in. They are built in a range of sizes for

capacities up to 10,000 and 5,000 cu. ft. per minute repectively.

For particulars of these machines and for other types write to : Ref. Y

BILSTON STOVE *STEEL TRUCK & REAVELL & CO., LTD,
BILSTON  PHONE: IIUTON 41921. STAFFS. RANELAGH WORKS, IPSWICH

Telegrams: “ Reavcll Ipswich.” 'Phone: 2124 Ipswich
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DATERSON HUGHEC

1 ENGINEERING COMPANY LIMITED O

jkv
YOe2L ; ' AHLtT

JtTEl Hah THLL-2i5

ioTlHmtw
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SPECIAL FEATURES OF LUKE & SPENCER SWING
The photograph above shows the latest Luke & Spencer FRAME GRINDERS INGLUDE:
20|n._ SWIn_g Frame G”F‘de' In aCtlon' It is one ofa 1. Fine dust extractedfrom main spark stream.
special series taken during tests which conclusively 2. Two-speed drive to maintain wheel velocity.
proved the high efficiency O_f its built-in dust exhaust 3. Eccentric suspension on needle roller bearings assures easy
system. To prove our claims to your own satisfac- control.
tion, we offer a fortnight’s free trial of any of our 4. Totally enclosed motoryeasily adjustable for belt tensioning.
Swing Frame Grinders in your own works—without 5. Heavy swarf deflected on to the ground at the back of the

any obligation being entered into on your part. machine.

LUKE & SPENCER LTD., Viaduct Works, Broadheath, Altrincham, Cheshire

Telephone: Altrincham 3281 Telegrams: "Emery,” Altrincham
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FOR
CASTINGS

(Ferrous and Non-Ferrous)

From a few Ibs. to 20 tons
for all industries

Made
with the experience and skill gained by
generations of craftsmen
at the famous

DOWLAIS WORKS

Telephone: Dowlais 70

GUEST KEEN BALDWINS IRON & STEELC® LID

HEAD OFFICE

East Moors, Cardiff
Telephone : Cardiff 30551
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Nowhere is the production of repetition castings
more up-to-date than in the typical Meehanite

MEEHANITE METAL FOUNDRIES foundry. It is clean, quick and under very close

AT YOR SRICE control. The castings themselves are sounder,
W“E“H“jgh?ﬁper '-ONDOS-U‘;‘ﬁSI dimensionally more accurate, and better finished.
(Mechanite) Ltd (Ealing Park) Ltd. They are made to meet precise service require-
STOCKTON-ON-TEES LEICESTER i
e Banson Richards (Leicester) me_nts and—equally important—you can count on
Pease and Co. Limited delivery to schedule.
SOUTH SHIELDS KIRKINTILLOCH
Carmichael Bros Cameron and
_ Limited Roberton Limited nOW MEEHANITE METAL CAN
Nile Street GLASGOW HELP YOU. Write for a copy of “The
L G. M Hay Specification of MEEHANITE Metal
Wmget Limited and Company Ltd. (M.S. 70/C) " to anyofthe MEEHANITE
RIPLEY, DERBY Foundries listed.
The Butterley
Company Limited Goulds Foundries Limited
NEWCASTLE-ON-TYNE 6 .
C A Parsons and Company Ltd. M vvhun |ti/

THE INTERNATIONAL MEEHANITE METAL CO. LTD.

66 VICTORIA ST.,, LONDON, S.vA.l Telephone : Victoria 9921-22 . Telegrams: Meerion'Phone London
t.a. 4982
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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 ft DESILTING UNITS “COLHEP” PATENT No. 558806

Crams ? Convey®©

ROSA WORKS

mixr or wheel bu$

AMI

WHEEL
BLASTING

ONE CLIENT IS SAVING
£1500 PER YEAR.
WE DO THE SAME
FOR YOU !
Telephone:
TRAFFORD PARK 207
(4 lines)

Telegrams :
GEORGIC’ MANCHESTER

BUY BRITISH MACHINES

SIGEORGES ENGINEERS LTD., ORDSALL LANE, MANCHESTER.5
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Averaging
only

Most binders cost up to 6d. per Ib.
Totanin’s average for regular users
is only 3d to 3~d — whatever the
quantity ! i f r m

Which would you choose ?

That's pretty obvious—in fact it’'s T 0 t a a iiL
downright common sense! Not

only do you save money—you g I V. €3S y ou m m
get better results too! HIGH GREEN AND DRY STRENGTHS

©HIGH PERMEABILITY
©GOOD KNOCK-OUT
these facts. Remember you're < EXCELLENT PATTERN DRAW

No one can afford to overlook

® good casting finish

VERSATILITY-CORE : MOULD SANDS
WASH-CORE GUMS

FREEDOM FROM FUMES
ECONOMY IN DRYING
= EXTREMELY LOW PRICE

competing against other foundries

already benefiting from “Totanin.”

Write now for detailed booklet to

LAMBETH & CO. (LIVERPOOL) LTD. GREENOCK ST., (OFF PAISLEY ST.,) LIVERPOOL. Phone CENtral 5271/3
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THE

ENGINEERIN G C9UP

CHARLES HENRY STREET, BIRMINGHAM-, 12

PHONE: MIDLAND 4753 TELEGRAMS: STRUCTURAL

MANUFACTURERS of

A complete service is afforded by “ TITAN ” manufactures
which include Cupolas and Cupolettes, Cupola Mechanical
Charging Plant, Hoists (Electric or Hand), Spark Arresters,
Airless Shot-Blast Plant, Centrifugal Casting Machines, Core
Blowing Machines, Core and Mould Drying Ovens, Ladles (Hand
or Crane), Rumblers, etc.

Our various manufactures are fully detailed in separate
leaflets. Kindly apply for our appropriate leaflet of the item
in which you are interested. Quotations for complete
plants gladly given.

ASSOCIATED WITH

THE ADAPTABLE MOULDING MACHINE
COMPANY  LIMITED

AND

E, TALLIS & SONS LIMITED
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Foundry

MECHANISATION PLANTS

One of the largest designers and
manufacturers of Foundry Mechanis-
ation Plant and Sand Conditioning
Plant in the country.

We are designers and manufacturers of all types of handling equipment, Represented

in:

Catalogue conveyors, elevators, screens and bunkers. Also all types of foundry mechanised
on end re-conditioning plants. Our Technical Department is at your service if F:::E;
application y°u are interested in labour-saving devices and in speeding production. BELGIUM
>60JTH AMERICA
MARCO CONVEYOR & ENGINEERING CO. LTD., ROWIN WORKS, LYNN RD., LEYTONSTONE, LONDON, E.11 INDIA
Tel: Leytonstone 2254/5. Grams: Engimarco, Easphone. Midland Office: 3 Bond St., Hockley, Birmingham 19. Tel : Central 2917 NORWAY

SWEDEN

For efficient and economical handling, it pays to consult MARGO

The*PORTWAY™

PORTABLE CORE OVENS

MINING & CHEMICAL PRODUCTS LTD.
MANFIELD HOUSE, 376, STRAND, LONDON, W.C.2

WORKS: ALPERTON, WEMBLEY, MIDDX. TELEPHONE : JEMPLE BAR 65I11/3
TELEPHONE : WEMBLEY 3504/6 TELEGRAMS: “ MINCHEPRO, LONDON

— CHILL CONTROL

99 5 O/O TE LLU R | U M IN POWDERCTABLETS

USED AS LADLE ADDITION <« COREWASH <+ IMPREGNATOR
WITHOUT METAL DENSENERS

Illustrated Booklet "TELLURIUM IN CHILL CONTROL"™ Free on Request
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For service & information write to:-

THE FULLERS® EARTH UNION LTD

Patteson Court, Redhill, Surrey. Telephone: redhill 3521

ETER HOTI4ETAL RECEIVERS

:CO. LTD. -
SAVOY HOUSE © ifg sfgamoe. PERMANENT  OR M OBILE INSTALLATIONS

LONDON, W.C.2.
Telephone: TEMPLE BAR 902S
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improve Foundry atmosphere by
installing

STURTEVANT
AXIAL FLOW FANS
to extract dust and fume from

Foundry shake-outs, Pouring runways, Mould convey-
ing tunnels, Fettling shops, Sand and shot blast
enclosures, etc.

SALIENT FEATURES are :

Lower initial and maintenance costs. Smaller plant
space requirements. Running speed more favourable to
direct drive. Ability to install horizontally, vertically
or angularly.

Details are now available from our publication /'y.3201

S T ] R T E \% A N T

ENGINEERING CO., ., SOUTHERN HOUSE, CANNON ST., LONDON, E.C-4

® o WATSONS ° o

(METALLURGISTS)

Ferro Alloy Powders,

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

All yrades of Ferro Alloys

PULVOMETAL WORKS, MILL LANE, DRONFIELD
NEAR SHEFFIELD

Telephones: 3136-3137 Dronfield Telegrams: Cargo, Dronfield
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WARNING/

NOW THAT THE THOUSANDS OF PRE-
PUBLICATION ORDERS HAVE BEEN
FULFILLED WE ARE ABLE TO SUPPLY
COPIES OF THE 1952 EDITION OF
HYLAND’S DIRECTORY FroM sToOCK.

AS IN PREVIOUS YEARS, HOWEVER, COPIES ARE
BEING DISPOSED OF SO RAPIDLY THAT IT IS
OBVIOUS MANY WOULD-BE PURCHASERS WILL
AGAIN BE DISAPPOINTED, AND WILL HAVE TO
WAIT TWO FULL YEARS-TILL 1954-FOR A COPY
OF THE STANDARD WORK OF REFERENCE TO
BRITAIN’S HEAVY INDUSTRIES.

WE MUsT THEREFORE WARN ouRr
SUBSCRIBERS ALL OVER THE WORLD
THAT THE MATTER 1s URGENT anD
THAT IMMEDIATE RESERVATION SHOULD
BE MADE IF A COPY IS NOT ALREADY IN
THEIR POSSESSION.

THE PRICE IS£3 .13 . 6 POST FREE IN U.K.
(£4 .14 . 6 BOUND IN LEATHER)

RYLANDS

DIRECTORY OF THE COAL, IRON, STEEL, METAL,
ENGINEERING, FOUNDRY & HARDWARE TRADES
IS PUBLISHED BY THE

IRON & COAL TRADES REVIEW

49 WELLINGTON STREET

TEMp‘Ighqggr:SgSl [ 9 ’i‘l BI 8 N A Yr o vj e 2i Zacateca’sgr?@r?d, London
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ASBESTOS WERFEN CHARCOAL
CORE DRYING PIG IRON

PLATES EISENWERK SULZAU-WERFEN
& H. R. & E. Weinberger
SCHWINDGASSE 20, VIENNA IV

MOULDING BOARDS Telephone -

U-46-508 (Private Branch Exchange)

LOW PRICED _ _
Furnaces, foundries and machine shops
* NON-BRITTLE KONKORDIAHUTTE, Salzburg,

AUSTRIA.
* LIGHT TO HANDLE

U.K. Agents :
CENTRAL MANUFACTURING &
I. BIER & SON, (IRON & STEEL) LTD.,

TRADING CO. (D UDL EY) LTD. Bevois House, 27/30 Basinghall Street,
OLD HILL, STAFFS. London, E.C.2
Phone: CRADLEY HEATH 69181 (5 lines) Telephone : Monarch 7867/9, 7860

Véroner Multiplied

is S X E

SAND CHIPPING CHIPPING W tU M A T IC

RAMMER HAMMER HAMMER
ARMSTRONG WHITWORTH & CO. (Pneumatic Tools) LTD, L fo o ts

CLOSE WORKS- G.P.O. BOX 57 - G.P.O.- NEWCASTLE-UPON-TYNE-~ ENGLAND E
MAIN 8ALES OFFICE : 40 BROADWAY - WESTMINSTER - LONDON, SW.1. H
Cable Address: “ Armwhitool,” Sowest, London.

SERVICE & REPAIRS « TECHNICAL REPRESENTATIVE WILL CALL
Subsidiary of INDEPENDENT PNEUMATIC TOOL CO.
Manufacturers of Thor Portable Power Tools.

AW. 188
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Installation
by

Electrical

B A R R 'S
(Sheffield)

LIMITED

(Members of the Electrical Contractors’ Association)

Industrial Electrical Engineers
and
Contractors for Foundry Work

Address Associate Company:
2 & 4 Broad Lane, Electric House (Denton) Ltd.,
Sheffield, I. Town Lane Works,

Tele. Sheffield 28621 2 Denton, Lancs.

Tele. Denton 3061/2

JANUARY 22, 1953

AUM Mmnuftrctur+rt of
TANDEM WHITE METALS
TANDEM BEARINGS

ESGO
GUNMETAL L PHOSPHOR
BRONZE INGOTS

ARIEL A ESCO

CHILL CAST
PHOSPHOR BRONZE RODS

SMELTING COMPANY LTD

ALUMINIUM WORKS. WILLOW LANT. MITCHAM. SURREY < Tel: MIT 224«
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§ifbronze

welding rods are

one of the outstanding

achievements in low temperature
welding. Pre-heating is almost eliminated.
On-the-spot repairs that were impossible
have become a practicable proposition.
And all metals except aluminium*

can be joined successfully with

Sifbronze ... there is, however, a

special rod called Sifalumin suitable for
aluminium alloy welding.

* Write to.doy for descriptive booklet and free copy
of "Sif'Tips.” Britain's leading welding quarterly
SUFFOLK IRON FOUNDRY (1920) LTD.
SIFBRONZE WORKS. STOWMARKET. SUFFOLK
Telephone : Stowmarket 183.

FOUNDRY TRADE

JOURNAL 53
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 easily moved from place to
place if required. Any cheap
fuel may be burned, and upkeep
costs are nil.
Write now for details.
SLOW COMBUSTION
STOVES
J. BIGWOOD & SON, LIMITED
ST 35
CAPACITY AVAILABLE FOR
or CASTINGS
STOCAL ENAMELS LTD,,
BURTON-ON-TRENT. TEL. BURTON/TRENT 2029
QUICK DELIVERY!
ACCURATE PATTERNS (WOOD
AND METAL) + KELLER MODELS
IRON & NON-FERROUS CASTINGS
THE
TECHNICAL WOODWORK
CO. LTD.

47/51 FEATHERSTONE ST.,, LONDON, E.C.I
Tel. : Clerkenwell 5129
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STEWART & GRAY LTD.

VITREOUS ENAMELLING

ON CAST AND SHEET IRON,
SPECIAL REFRACTORY COATINGS

A N D

ESCOL ENAMELS

MANUFACTURERS AND SUPPLIERS TO THE INDUSTRY

PAISLEY SWAINS RQAD LONDON,
WORKS S.W.17.
MITCHAM 1634 ESCOL, TOOT, LONDON

“I~"EWSTAD”
H ECIRCULATION
S YSTEM

Old Ingot Mould Drying Stove
given new life with double
output & half former fuel con-
sumption by attachment of an
N.R.S. Furnace.

Ingot Moulds of first class quality obtained

Sole Suppliers (—

MODERN FURNACES & STOVES LTD.

Booth Street . Handsworth . Birmingham 21
Telephone: SMEthwick 1591 & 1592. Telegrams: MOFUSTOLIM, B’ham 21.
Published by the Proprietors. Industrial Newspapers, Limited, 49. Wellington Street, Strand, London, W.C.2, and Printed in

Great Britain by Harrison & Sons, Limited. Printers to the late .King Gtior*e VI, London. Hayes (Middx) and
High Wycombe.
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POWER-DRIVEN HAND TOOLS

Trade Mark

GF 70 Heavy DUty portable grinder

This unit, which has been specially developed for use in Foundries for fettling and

grinding castings, consists of a Flextol GF70 8in. Grinder on a portable floor trolley,

with tray for handpieces and accessories. A type GFD/2 ball-bearing handpiece,

with heavy grinding wheel attachment and guard, is fitted as standard. For disc

sanding, type R9/2 handpiece and sanding disc attachment are available, interchange-
able with GFD/2 handpiece. Full particulars on application.

here is a Flextol Machine for
every job including
FETTLING, GRINDING,
FLEXIBLE DISC GRINDING,
SCURFING, NUT SETTING,
SCREWDRIVING, POLISHING,
ETC., ETC.

Send for fully descriptive
Catalogue No. F.37.

FLEXTOL ENGINEERING COI\/IPANY LTD.

Head Offi«.- * Wu-fci ; fHE tAL.~r tuHBUN,
1 iahphoiin: EAUNQ 6444iSi&!7 . Taittsrattu; Dominating Esius, |yrnfur
i M MlIsnd Areai VY, H. SIMPSON, 9 Hii.LSIDE AVENUE, HAPFERLgY. NOTTIMGHah, T«leph«te ; ArneW -,«82/
I , . i Ai'ea e | — * HOWARD kOALl), YhOATHEWDEN r ANCHEST-R iHeL.hore » Wytheoshs 3U6| nY-
H wen,;:n W T . SMEPPaRD, 1? STftAUBRQ.OK AVENUE, MMG6SWAY, BRISTOL, S
B S. Rail:.l- nn IArtr = SUILI-.R" j<YH it

® 95.126
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With the " Molineux” Core Bl6wer,
amount of sand :n the Car/ idge is
always visible to the Operator. This
effectsthree notable improvements:—

1—Time Saved because the Operator
doesn't have to guess when to
refill—he can see.

2—Longer Life for Core Boxes,

because blowing an insufficient
quantity of sand is avoided.

Marlborough W orks,

phono :

Marlborough
AR.Chway 4i2?

TRADE JOURNAL

WITH WHICH IS INCORPORATED

VOL. 94

No. 1899
Registered at the G.P.O. as a Newspaper

3—Operators Protected from sand
blowing over them when box is
nearly empty.

In brief, the Operator has complete

control of the sand, in a

way not possible with mostg.

Core Blowers.  There are

other advantages in ease of

operation, little mainten- jij

ance, and low cost. S*

Send for full particulars to :—

FUUNDRI
EQUIPMENT LTD

Road, London,

JANUARY 22,

THE IRON AND STEEL TRADES JOURNAL

19S3
Offices: 49, Wellington Street, Strand, London, W.C.2

N.19

Scottish Représentative: L. A. WITHAH & CO.. 51 VINE STREET, GLASGOW, W.1

ALLDAYS & ONIONS LTD

BIRMINGHAM

Manufacturers of

IRON FOUNDRY

EQUIPMENT

Single Copy, 9d. B
Post 11d. Annual Sub
scription, Home 40/-
Abroad 45/- (Prepaid

PRICE’'S FIREBRICKS

As used by all the leading Iron and Steelworks

and Foundries at Home and Abroad

Manufactured by

J. T.

PRICE & CO. LTD,,

STOURBRIDGE



