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W R I T E  T O  S P E R M O L I N  L I M I T E D ,  H A L I F A X ,  E N G L A N D
T e le p h o n e :  Hali fax 4197 T e le g r a m s :  Sperm ol in ,  Hal ifax

A

W R IT E  FOR FULL IN FO R M A T IO N  OF

tke Spermolin] vawĉ e
OF F O U N D R Y  SP E C IA L IT IE S

CORE OILS & BINDERS FOR EVERY TYPE OF CASTING

SAND MIXING MACHINES

ROTARY CORE MACHINES
T his SPE R M O L IN  R o ta ry  C ore  M aker is 
sim ple, efficient and  econom ical in  o p era tion  
and  offers a w ider scope th an  any  sim ilar 
m achine.

T he  cores show n above are  used in  th e  casting  o f 
12 to n  p lan ing  m ach ine  beds. A  good  green b o n d  
and  d ry  streng th  are  requ ired  fo r  th is ty p e  o f  co re  and 
it  is essen tia l th a t no  d is to r t io n  takes place. T his 
m odern  fo u n d ry  em ploys sim ilar cores fo r all types 
o f  castings, fro m  5 to  20  to n s  a n d  these  are m ade en tire ly  
w ith  SPE R M O L IN  C ore  O ils and  B inders . T he  cores 
b reak d ow n  easily w hen castings reach the  fettling  
»hop, thereby  saving tim e  an d  lab o u r costs.

T he SPE R M O L IN  M ajor th o ro u g h ly  m ixes batches o f 
sand and  o il in  4 m inu tes . Supplied  w ith  d irec t d rive by 
5 H .P . m o to r  o r  belt d rive an d  prov ides au tom atic  
discharge. M achine s tops w hen safety grid 
is open .

Photograph by 
M essrs . Joh n  S tirk  &

H a lifa x
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You see these Graiseleys everywhere now, carrying loads up to 20 cwt., backing into awkward places, 
taking sharp turns and confined spaces in their stride, doing their ten miles a day for about 3d. The 
single handle is used for forward and reverse drive, braking and steering, so no skill is necessary. 
There are no fumes or noise. At night they are simply plugged in and forgotten. The automatic 
cut-out switches off when the batteries are charged. May we arrange a demonstration for you with 
your nearest Graiseley service depot?

Cheaper / than any other form of t ran sp or t

A /a ¿àOTUÙJb 7%6/Ag H tO ïe, ¿*c

a /c u ^  ¿ (¿ c  ¿ ¡ /h u e  clM  tto a jb z à  c a u jfe tu z œ ô

DIAMOND MOTORS ( WOLYERHAMPTON ) LTD. 
UPPER VILLIERS ST., W O LV ER H A M PTO N

Telephone : 22951
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THE CORE-MIX 
IS AS 

GOOD AS ITS
B O N O

IPH O TO  BY COURTESY OF MESSRS. W ESTIN G H OU SE BRAKE & SIGNAL C O . IT D .>

GLYSO Core Bonding Compounds
A RANGE TO MEET EVERY NEED

j Cores liare the re- 
1 q u isite  stren g th s , 

both green und bak
ed, when the sand is 
bonded with Glyso, 
mixed in the Fordath 
‘New Type’ Mixer.

High green bond, free flowing mix with high baked strength, 
quick drying without stoving— what are the requirements? The 
GLYSO range of Core Bonding Compounds provides every char
acteristic specified in the core-shop. Famed for their substantial 
contribution to core-making technology, GLYSO binders are 
widely used in foundries near and far.
Sem i-Solid Com pounds give a 
high green bond covering a wide 
range o f sand characteristics.

C ream s com bine a lower green 
bond  and free-flowing m ix w ith  
h igh baked s tren g th ; unsurpassed 
for core-blow ing m ixtures.

Intricacy and accuracy with Glyso 
in the sand mix for this mould and 
core assembly.

D ark  Com poundsprovide a lower 
priced range giving excellent 
results for general work.

P erm ol C ore O ils are in  seven 
grades, selection being governed 
by relating dried strength  require
m ents to b inder cost. Perm ol 
bonded cores have good knock
ou t after casting.

Glyso X L  C ore Pow der, a pure 
film -dried cereal, 
p r o d u c e s  h ig h  
green strength  in 
the mix and is 
best used w ith 
Perm ol Core Oil.

G ly s o  —  E x o l  
C ore Powders, 
a range o f  cereal 
p o w d e r s  im 

pregnated  w ith core oil in  accu
ra te  q u a n ti t ie s  fo r  d if fe re n t 
classes o f  core work.

Glyso Airbond, quick drying 
w ithout stoving, or stove-dried 
in  half the usual tim e.

Glyso Resyns. A  range o f  syn
thetic  resin b inders for quicker 
drying o f  cores by  short-period  
stoving, o r by dielectric heating. 
E x ce llen t k n o ck -o u t. E n q u ire  
also about Glyso Spray Oils, F o r- 
davol, F o rda th  P arting  Powder, 
F orda th  M oulding Sand Regen- 
e r a t o r  a n d  F o r d a t h  P a i n t  
Powders.
M ake certain  th a t the righ t b inder 
is used for every job in  the  shop.

Full details obtainable from ,
THE FORDATH ENGINEERING CO. LTD. 
HAMBLET WORKS, WEST BROMWICH 

STAFFS.
PH O N E '.West Bromwich 0549, 0540,1692 

g r a m s :  Metallical, West Bromwich
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F O U N D R Y  F A C IN G S  F O U N D R Y  FU R N IS H IN G S

SHALAGO
BONDED
BLACKING

MI X O N L Y  W ITH  CLEA R W A TER  
FOR
DRY SAND M OULD S  
A N D  C O R EW A SH

W *  C U M M I N e  &  C 9 U P
G L A S G O W  F A L K IR K  C H E S T E R F IE L D

D E EP F IELD S  near B ILSTO N  

& M ID D L E S B R O U G H
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Casting shown is Stator End Clamp in Nomag non-m agnetic cast iron. D iameter 7ft. 6in. 
W eight 3 j  Tons. Rammed by Motive Type Sandslinger. Photos by Courtesy of

Messrs. Ferranti Ltd.

■
O ur d e s ig n s  e m b o d y  our e x p e r ie n c e  o f  h u n d r e d s  o f  
S a n d s l in g e r s .  T h e y  a v o id  sh o r t - l iv e d  c o m p l ic a t io n s  an d  

c o m b in e  l ig h t n e s s  w ith  s im p l i c i t y  a n d  s tren g th .

m

FOUNDRY PLANT & MACHINERY LTD.
113 W. Regent St., Glasgow

U se th e

SANDSLINGER
fo r  p o w er , sp eed  an d  f le x ib ility  in ram m in g .
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fCAHUTC

■ CtM<NT«TC

Meshes.

GRADED ALLOYS for 
LADLE A D D IT IO N S .. .

T h ese  s truc tures  in  v a r io u s  form s a n d  
d is tr ib u tio n s  c a n  be g re a tly  im p ro ved  
w i th  la d le  a d d i t io n s .
75/80%  F E R R O S1LIC O N

T o  r e d u c e  c h i l l  and  im prove m achinability .

6% Z IR C O N IU M  F E R R O S IU C O N
T o  i m p r o v e  m a c h i n a b i l i l y  and  increase streng th .

S M  Z  ALLO Y
T o  i m p r o v e  s t r e n g t h  and  balance section  thickness variations.

FO U N D RY  G R A D E F E R R O C H R O M E
T o  in c r e a s e  ch i l l ,  refine s truc tu re  and  im prove strength .



The prime requirement of  weighing machines 
for weighing metal charges is that they should 
be extremely robust in order to withstand the 
shock loads so often imposed on them. This 
requirement applies even more so in the case 
of travelling scales . . .
Weighing machines giving their indication on 
a circular dial are very much preferable to the 
steelyard type . . .  5?
Extract from  *Foundry Trades Journal, November 1952

I t  m ust be strong, it m ust be 
accurate — when i t ’s a big, 
tough weighing job such as 
weighing m etal charges, the 
S a lte r  ‘ 9 9 ’ saves tim e and 
labour and speeds produc
tion. A ccurate weight a t  a 
glance. L isted  in capacities 
from  £ to  100 tons, but if 
you have an e x t ra  big job 
requiring a la rger capacity  
your enquiry will be wel
comed. W rite  for detailed 
folder.

For increased 
productivity  
in the foundry

as you
charge

- W I T H  T H E

SALTER
No. 99 C R A N E  W E IG H E R

W E S T  B R O M W I C H

MAY 28, 1953 FOUNDRY TRADE JOURNAL

M-W.354
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H ILLS I N D U S T R I A L  V E N T I L A T O R S
In addition to Ventilating Shutters. H ills  INDUSTRIAL VENTILATORS include STACK ROOF VENTILATORS and W ALL-TYPE AIR 
IN LET  VFNTILATORS. For expert advice on insta lling efficient ventilation in a new or existing  build ing, we invite you 
to consult our Technical Advisory Department. Literature gladly sent on request.

HILLS (WEST BROMWICH) LIMITED, ALBION ROAD, WEST BROMWICH. Tel. : WESt Bromwich 1025 (7 lines)
London: 125 High Holborn, W .C .I .  Tel . :  HOLborn 8005/6

B r a n c h e s  a t  B i r m i n g h a m  ' B r i s t o l  ' M a n c h e s t e r  '  N e w c a s t l c - o n - T y n e  ' G l a s g o w  a n d  B e l f a s t

THE MANAGEMENT

Good ventilation is a sound investment on the part of the management, because 
good working conditions are conducive to good workmanship, and efficient 
ventilation reduces fatigue and absenteeism and leads to increased production. 
In  addition to their greater efficiency, H ill’s Ventilating Shutters offer the most 
economical system o f ventilation, require negligible maintenance, effect a con
siderable saving in artificial lighting and glass-cleaning and can be installed in 
old or new buildings.

THE ARCHITECT

W here fumes, smoke, steam and excessive heat result from manufacturing 
processes—in Foundries, R etort Houses and Furnace Buildings— the great thing 
from the workers’ point of view is to clear the air rapidly. No other system offers 
such rapid and efficient ventilation as H ill’s Patent Roof Ventilating Shutters. 
They provide what is virtually a moveable roof to the building, and at the touch 
o f a button they can be opened up to an angle of 65 degrees in 60 seconds— 
drawing off heat and fumes, and letting in fresh air and unobstructed daylight 
— a great and immediate relief to workers in hot or hum id shops.

Architects who specify, and builders who install, industrial ventilating systems 
must obviously insist on those of proved efficiency and reliability. Proof of the 
high reputation of H ill’s Ventilating Shutters is to be found in  the fact that they 
have been installed in  many of the best-known organizations throughout the 
country. Architects and Builders are assured o f the whole-hearted co-operation 
of our Technical Advisory D epartm ent at all times.



M O U L D I N G  B O X E S  

F O R  A L L  T Y P E S  OF  

F O U N D R Y  W O R K

s e a s o n e d  
in f o u n d r y  

s e r v i e  e

HEAVY WORK
STERLING FO U N D RY SPECIALTIES LTD.. BEDFORD
ierijrfpt» .CWfiti'.- fdd-wtegft CaxTC« tLW.F.

LIGHT W ORK - I M AN LIFT

MEDIUM W ORK - 2 MEN LIFT

MEDIUM WORK - CRANE LIFT



F O U N D R Y  E Q U I P M E N T  L T D
LEIGHTON BUZZARD, BEDFORDSHIRE, ENGLAND.
P H O N E :  L E I G H T O N  B U Z Z A R D  2 2 0 6 - 7 .  G R A M S :  ’ E Q U I P M E N T '  I E I G H T O N  B U Z Z A R D

THE GREATEST DEVELOPMENT IN 
HYDRAULIC MOULDING MACHINES!

For the first time— Hydro-Electric Machines 
without expensive pumps, accumulators  
or long pipe lines.

All our Hydraulic Machines can now be 
supplied with compact independent Oil 
Hydro-Electric Units.

12 FOUNDRY TRADE JOURNAL MAY 28, 1953

F.E. 2 Machine

F.E. Type Under Sand Frame 
moulding machines are used 
extensively in modern mechan
ised foundries. They may be 
most effectively operated in 
pairs with ‘ T ’ type Roll-over 
machines, and can be used for 
the production of practically 
any deep repetition casting.

Four sizes are available, for 
boxes up to 47 in. by 32 in. 
(max. width).

For details, write to :—
F.E. 3 Machine with finished mould

50
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’P H O N E : LEIGHTON BUZZARD 2206-7-8. ’GRAM S: "  EQUIPMENT ’’ LEIGHTON BUZZARD.

SP.-I.

n\_0 VV\N6

EQ UIP»*0 *1

F.E. (SUTTER) Core Blowing Equipment has been  
designed for and proved in production foundries,  
where high output and accuracy with reduced man
power are of vital importance.
The machines il lustrated are of the very highest 
efficiency, and when combined to form an automatic  
core making installation, produce outstanding 
results.

L E IG H T O N  B U Z Z A R D , BEDS, E N G L A N D .

The SP.500 Automatic Double Rollover core draw 
machine—Automatic operation, automatic self
centring device, uniform draw for improved quality, 
increased output,  variable speed, right o r  left hand 
operation.

Patents applied fo r in all 
Industria l Countries.

S.P. 220

The SP.220 Vertical Coreblower incorporates push button control “  tilt-to- 
fill ”  sand chamber, unobstructed access to  both ends of corebox, squeeze 
piston giving counterpressure during blowing, overhead dome air reservoir. 
These features ensure increased output,  higher quality, easier operation.
This machine has been designed to  eliminate the high cost of maintenance 
normally experienced with coreblowers.



C O L E M A N -W A L L W O R K  D U S T  O R  F U M E  E X T R A C T IO N  
P L A N T S  can repay you in m any ways . . .
T hey trap  D ust and  Fum es, thereby creating  C leaner,
C ooler and  H ealth ier w orking cond itions w ith 
resu ltan t increased P roductiv ity  . . . They cut dow n 
considerab ly  the am o u n t o f  w ear on exposed and 
som etim es expensive m achinery parts. A nd in certa in  
Industries you can tu rn  your D ust in to  m oney by the 
reclam ation  o f  scarce, essential and  precious m aterials.

D U ST AND FU M ES ARE
M ISPLACED  M A T T ER  . . .

WE CAN PU T TH IS M A T T ER  IN 
ITS PROPER PLACE

THE COLEMAN-WALLWORK COMPANY, LTD.

W allw ork  F um e o r  D u st E x trac tion  P lants.

and UNNECESSARY!

T h e ever presen t m enace o f  F um es to  the health  o f  your 
operatives an d  the unnecessary expenditure caused by D ust 
th rough  its co n stan t w ear on m achinery  parts  can easily 
be elim inated by the installation  o f  C olem an-
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f o u n d  r  y  e q u i p m e n t

C o re  B lo w e r s  

G r in d e r s

M oulding M achines 

M ould  Dryers 

K & L  Fettling Bench

MOLIIVEUX F o u n d r y  E q u i p m e n t  Ltd.

M A R L B O R O U G H  WO R K S  M A R L B O R O U G H  ROAD
L O N D O N  N.  19  P h o n e :  A R C h w a y  4 1 2 7

C
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» .„ 'u r .J 'J fJ lT Z  GENERAL re fra c to r ie s  ltd
of Durax is available on request. Genefax House • Sheffield 10 * Tel. Sheffield 31113 (¿lines)
229

^  R  c ^ W S A B li
m » A c m v .

*  'RAMfit/NG PATCH/HG £ MONOL/TH/C ¿/N/NGS 
ir  SPECfAL £ EMERGENCY SHAPES • COMPLETE ¿/N/NGS
*  TH/H SO (/HO £ STRONG JO/NT/NG

d u r a x  No REFRACTORY CONCRETE
For casting in situ  and making special 
shapes. Supplied dry. Special 
characteristics include —rapid setting 
as hard as firebrick: pours into 
position: no perm anent volume
change: little tendency to spall. M axi
m um  service tem perature i 30o°C.

d u r a x  No REFRACTORY CEMENT
A finely ground air setting cement 
for jointing all types of firebricks. 
Supplied dry. Special characteristics 
include: —  produces th in  and strong 
jo in ts: negligible shrinkage: highly 
refractory: economical in use. M axi
m um  service tem perature i 650°C.

PLASTIC FIREBRICK 
COMPOSITION

Supplied ready mixed for immediate 
use. Suitable for rammed linings and 
patching existing D urax No. x or 
firebrick linings. Service tem perature 
range 1 300/ 1 650°C.
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TYPICA L RESULTS OBTAIN ED W ITH  T H E  TYPE  320/500
60/40 BRASS ALUMINIUM all£ y GREY IRON

WEIGHT OF CHARGE ................ 500 LBS. 230 LBS, 300 LBS.
MELTING TIME ............................. 35 MINS. 20 MINS. 50 MINS.
CASTING T EM PER A TU R E................ I200°C. 730°C. I400°C,

METAL LOSS ..................... 13 LBS. (2 6 ) 3 LBS. (1-3%) 4J  LBS. (1-6%)
OIL CONSUMED ............................. 3-6 GALLONS 1 -2 GALLONS 6 GALLONS

SKLENAR FURNACES LIMITED
COLCHESTER AVENUE • CARDIFF PHONE: 45645/6 

SCOTLAND EIRE & N. IRELAND
ALBERT SMITH & CO., 60 ST. ENOCH SQ., R. K. BRADDON, 55 SYDNEY PARADE AVENUE,
GLASGOW, C.I .  PHONE: CENTRAL 5909 MERRION. DUBLIN 64259

IN MELTING
ALUMINIUM
ALLOYS

BRASS

GUNMETAL

GREY-IRON

MANGANESE
BRONZE

LEAD

PHOSPHOR
BRONZE

NICKEL
BRONZE

ALL FORMS 
OF SWARF

T V P F  OIL
GAS OR

320/500 C0KE FIRED

EFFICIENCY
RAPID

THE

MELTING

LOW  FUEL 
CONSUMPTION

NO
CRUCIBLES

LOW  METAL 
LOSSES

KEEPS
THE MOULDS 
MOVING

SETS THE 
PACE FOR 
THE
MOULDERS

UNITS 
AVAILABLE 
50 LBS. — 5 TONS 
CAPACITY (BRASS)



Maximum efficiency with 
minimum manpower is exem
plified in this typical illustra
tion of a modern “  Titan ” 
Melting Plant.
The Automatic Inclined 
Charger illustrated is designed 
to serve either of the two 
“ Titan ”  Cupolas and is opera
ted; entirely by push button 
control from ground level. 
Our. Cupola range covers all 
capacities from £ to 20 tons 
per hour and we have several 
other methods of mechanical 
charging to meet individual 
requirements.

Illustration by courtesy of
Messrs. M. & W. Grazebrook 

Ltd., Dudley.

^  ENGINEERING C2 LTi> 
MANUFACTURERS OF COMPLETE FOUNDRY PLANT

TITAN  W ORKS, BIRMINGHAM, 12.
Tel. M ID  4753/4. Telg . STRU C TU RAL.
L O N D O N  O F F I C E :  47 W H I T E H A L L ,  S .W .I .
Tel. W H ITEH A LL  7740. Telg . C O N EN G C O , SO W EST .
O th e r  P ro d u c ts  in c lu d e  AIRLESS SH O T BLAST PLANT,
CENTRIFUGAL CASTING MACHINES, CORE BLOW ING 
MACHINES. SAND DRYERS A N D  MIXERS, DRYING OVENS. 
MECHANICAL CHARGERS, SPARK ARRESTERS. LADLES. 

RUMBLERS.



T E L E P H O N E :  2 6 3 1 1  ( 2 2  L i n e . )

LONDON OFFICE!
T E L E G R A M S :  F O R W A R D .  S H E F F I E L D

BRETTENHAM HOUSE • LANCASTER PLACE «STRAND-W.C2

WARDS can supply everything for the modern foundry.

T H O Î  W .  W A R D  L T D

MAY 28. 1953 FOUNDRY TRADE JOURNAL' 19
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GENUINE COLD B^AST PIG IRON 
ENSURES STRENGTH AND EN
D U R A N C E . R E N O W N E D  FOR 
T O U G H N E S S , R ES IS TA N C E TO  
WEAR AND CHILLING PROPERTIES

:1V R O U ND  O A K  - - S T E E L  W O R K S ,  L T D .
T ‘ ; - T  B R I E R L E Y i  H I L L .  S T A F F S .

TELEPHONE: 'BRtERtEr HILt 7231 1 I ■ '  • . I -  U  grand :  "D U D L .N -F 'c tsD U D " *
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R E C L A I M  your defective castings
by BOT-WELD

T h e  p h o tog ranh  shown a casting  being 
reclaim ed by the  D O T -W E L D  process.

This new, improved technique 
o f  fusing metal by a low 
temperature arc, assisted by an 
air cooled process, eliminates 
the usual residual stresses and 
contractions resulting from high- 
temperature welding.

ELEC TR IC A L D EP T ., B E N E F IT  BU ILD IN G S, M O O RH EAD , SH EFF IELD  I
Telephone: Sheffield 2201S Telegram s: Bronceray Phone Sheffield I

The D O T-W ELD Pistol 
is light and easy to 
m a n i p u l a t e .  The  
finger-trigger controls 
the electrode feed and 
complete control over 
the air-supply is en
sured by use o f  a needle valve screw  on the 
gun itse lf. The complete equipment 
includes the D O T-W ELD  Pistol, the quench- 
arc machine encased in a trolley-cabinet, 
pneumatic peening hammer, earth clamp, 
goggles, fi le s , etc.

U.K. Patent Numbers 612412and 616338 
Also patented in the U.S.A., C a n a d a  a n d  

other countries.

BRITISH RO N CERA Y LTD

M any leading engineering concerns 
in th is country  and  ab road  are able 
to testify  to  th e  savings in  tim e, money 
and m aterials effected by th e  installation 
o f the D O T  - W E L D  process in  their 
Foundries and  M achine Shops. O ne user ~ 
assesses the  reduction  o f scrap  ra te  a t 90 p e r cent, 
and another reports savings o f 3 £■ tons o f castings per nay 
due to D O T -W E L D .
H oles, hair-lines and  o ther surface faults are filled in  w ithout 
any burn ing  or oxidation by this process and  th e  paren t body 
is n o t subject to  th e  risk  o f d is to rtion , cracking, o r th e  form ation 
of hard  spots. T h e  surface o f th e  w eld can be finished off 
w here necessary by filing, g rind ing  or m achining on  a light 
cut.
D O T -W E L D  can be applied  to  castings o f  S teel, M alleable 
Iro n , G rey Iro n , A lum inium  (S and  and  D ie C astings) and  
B ronze. I t  does no t requ ire  a skilled operator, is extrem ely 
m obile and  costs very little  to  m aintain . I t  offers to  Foundries 
and  allied trades an  econom ical m ethod  o f  reclaim ing castings 
and  re triev ing  th e  h igh  cost o f machining, thereby  reducing  
costs and  increasing ou tpu t.

Demonstration of the DOT-WELD process can be 
arranged in your own works. Write to-day for further 
particulars to
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MANSFIELD
MOULDING SAND

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

other places overseas.

______________  Because Q U A L I T Y  makes its
journey worth while

THE MANSFIELD STANDARD SAND CO. LTD.
MANSFIELD • ENGLAND

Telephone : Mansfield 201.

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

the foundry illustrated here.

They called in Keith Blackman who not only design, but manufacture 

and install fan engineering equipment fo r foundries o f your size and 

output. And they were well satisfied with the results.

In addition to dust extraction plant there's the range o f "Tornado'* 

blowers, in cast iron or steelplate, more than capable o f meeting 
the cupola's requirements fo r bringing down up to 30 tons o f metal 
an hour.

FAN ENGINEERING EQUIPMENT

contact Keith Blackman.

Photographs by courtesy o f  The 
Sincla ir Iron Co., L td ., Ketley, 
Shrops.

0 W hatever you do, i f  it involves fans, 
There's a branch office nearby.

Keith Blackman"
MILL MEAD RO A D . TO TTEN H A M . L O N D O N , N .I7  

‘P h o n e : Tottenham  4SU (tw elve lines). ‘G ram s: “ Kcithblac. N orphon*. L ondon." 
BRANCH O FFICES: A T  MANCHESTER. BIRMINGHAM. LEEDS. G LA SG O W , 

NEW CASTLC-ON-TTNE. PENARTH near CARDIFF. A N D  BELFAST

7
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I N D E X  T O  A D V E R T I S E R S
P age

A daptab le M oulding M achine Co., L td  
A erograph, T he , Co., L td .
Aero R esearch , L td ..........................
A ir Control In s ta lla tio n s , L td . . .
A lar, L td . ..............................
A lba Chem icals Co., L td .
A llan, Jo h n , «ft Co. (G len park), L td . 
Allcock «ft Co. (M etals), L td .
A lldays «ft O nions, L td .
A lum inium  U nion, L td .
A nderson-G ricc Co., L td .
A nglard ia , L td ...................................
A rm strong W hitw orth  «ft Co. (Iron

founders), L td ................................
A rm strong W hitw orth  «ft Co. (P neum at

Tools), L td ......................................
A sea E lec tric , L td .
Aske, W m ., «ft Co., L td .
A tlas, Diesel Co., L td ......................
A tlas P reservative  Co., L td .
A ugust’s, L td .
A u stin , E . «ft Sons, L td .
B adische M aschinenfabrik A.-G.
B akelite, L td ......................................
B allard , F . J . ,  & Co., L td .
B allinger, L. J . H ., L td .
B arna rd , II . B ., «fe Sons, L td . . .
B eakbanc, H y ., L td .........................
B cntley-L aylleld , L td .
Berk, F . W ., «ft Co., L td .
B ier, I . ,  «ft Son (Iro n  & S teel), L td . 
BIgwood, J . ,  & Son, L td .
B ilston  S tove & Steel T ruck Co., L td . 
Blrlcc, L td .
B lackburn «ft O liver, L td .
B lythe Colour W orks, L td .
B ooth  Bros. Engineering  
B orax  Consolidated, L td .
B radley  «ft F o ste r, L td .
Brearle y , R alp h , L td .
Brlghtsidc F ound ry  & E ng ineering  Co

L td .....................................................
B ritish  Aero C om ponents, L t d . . . 
B ritish  E lectro  M etallurgical Co., Ltd 
B ritish  E lectrical D evelopm ent Assoc 

tion
B ritish  F o u n d ry  U nits, L td .
B ritish  In d u s tr ia l P lastics, L td .
B ritish  In d u s tria l S and , L td . . .  
B ritish  In su la ted  C allenders’ Cables, LI 
B ritish  Iron  «ft Steel F edera tion  
B ritish  M oulding M achine Co., L td . 
B ritish  Oxygen Co., L td .
B ritish  P igirons, L td .
B ritish  Railw ays
B ritish  R esin P roduc ts , L td . . .
B ritish  R once ray , L td ....................
B ritish  S h o tb la st «ft E ng ineering  Co

L td .....................................................
B ritish  T y re  «ft R u b b er Co., L td .
B ritish  W edge W ire Co., L td . . .
Broom «ft W ade, L td .
Burtonwood Engineering  Co., L td . 
B u ttcrw orth  Bros.
C atalin , L td .........................................
C entral M anufactu ring  «ft T rad in g  Co

(D udley), L td ................................
Chalm ers, E ., «t Co., L td .
Chance Bros., L td .
C hapm an «ft S m ith , L td .
C layton Crane «ft H o is t Co., L td .
Cohen, Geo., Sons «ft Co., L td . . .  
Colcraan-W  allw ork Co., L td .
C olt V en tilation , L td .
Consolidated P neum atic  Tool Co., Ltc 
C onstructional E ng ineering  Co., L td .
Cooke, B ailey, L td ...........................
Copper D evelopm ent A ssociation 
Core Oils, L td .
Corn P roduc ts  Co., L td .
Council o f Ironfoundry  A ssociations 
Cox, Long (Im porters), L td .
Crooke & Co., L td .
Cum m ing, W in., «ft Co., L td .
Cunliffe, J . C.......................................
Cuxson, G errard «ft Co., L td .
Dallow  L am bert «ft Co., L td .
D avidson «ft Co., L td .
D.C.M. M etals (Sales), L td .
D iam ond M otors (W olverham pton), L 
Pow son «ft Mason Gas P la n t Co., Ltd 
D unford «fe E llio tt, L td .
U urrans, Jam e3, «fe Sons, L td . . .  
E lectrom agnets. L td .
E llio tt, Theo eft Son, L td .

f»l
54

53

54

44
20
48

N os. P age  N os.
E th e r , L td ......................................................—
E very , H y ., «ft Co., L td . . .  . .  —
E y re  S m elting  Co., L td . . .  . .  —
F . «ft M. Supplies, L td ..........................025
Ferguson , Jam es, «ft Sons, L td . . .  —
F ish e r F oundries, L td . . .  . .  . .  —
F lex to l Engineering  Co., L td . . .  . .  —
F o rd a th  E ngineering  Co., L td . . .  5 «ft 37
F o rres t, H ., «fe Sons (E ngrs. P a tte rn  

M akers), L td . . .  . .  . .  . .  —
F o u n d ry  E quipm ent, L td . . .  12 «ft 13
F o u n d ry  P la n t «ft M achinery, L td . . .  7
F o u n d ry  Services, L td . . .  . .  . .  50
Fow ell, Geo., «ft Sons, L td . . .  . .  —
F oxboro-Y oxall, L td ..................................—
F u lle rs’ E a r th  U nion, L td ., The . .  43
G add, Thos. . .  . .  . .  . .  —
G am m a R ay s, L td .....................................50
G eneral E lec tric  Co., L td . . .  . .  —
G eneral R efrac tories, L td ........................ 10
Glenboig U nion F irec lay  Co., L td . . .  —
G liksten, J . ,  <fe Son, L td . . .  . .  —
Green, Geo., «ft Co. ................................... —

*“  G rove P a in tin g  «ft D ecorating  Co., L td . 30
48 G uest, K een, B aldw ins Iro n  «ft Steel C o-

L td ...............................................................—
G um m ers, L td ..............................................47

~~ G .W .B. E lec tric  F u rnaces, L td . . .  —
  H arbo rough  C onstruction  Co., L td . . .  —

H arg raves  Bros. . .  . .  . .  . .  —
H arper, W m ., Son «fe Co. (W illenhall), 

ro  L td . . .  . .  . .  . .  . .
^  H aw kins, W . T., «ft Co................................—
  H enderson , Chas.  —

n e p b u rn  C onveyor Co., L td .
H ey  wood, S. H ., «ft Co., Ltd.
H ill-Jones, Thom as, L td .
H illm an, J .  «ft A., L td . . .

  H ills (W est Brom w ich), L td .
H olm an Bros., L td .
H ooker, W . J . ,  L td ........................................

r r H orrocks, Joseph  ..................................... —
' §  Ilfo rd , L td . ...................................................—

Im peria l Chem ical Industrie s , L td . . .  —
  In can d escen t H e a t Co., L td . . .  . .  —
  In d u s tria l Im pregnations, L td . . .  40
  In te rn a tio n a l M cchanite M etal Co., L td . —
—  Jack m an . J .  W ., «t Co., L td . . .  . .  —
—  Jack s , W m ., «ft Co., L td . . .  . .  29
—  Jeffrey , A., «ft Co., L td ............................... —

1 K eith -B lackm an , l i d .  . .  . .  . .  22
—  K ing  Bros. (S tourbridge), L td . . .  —
— K odak , L td .....................................................—

L afarge  A lum inous Cem ent Co., L td . . .  —
“7  Laidlaw , D rew  «ft Co., L td . . .  . .  —

L am beth  «ft Co. (L iverpool), L td . . .  —
L azarus, Leopold, L td ..............................—
Leicester, Lovell «ft Co., L td . . .  . .  —
Lennox F ou n d ry  Co., L td . . .  . .  —
Levy, B ., «ft Co. (P a tte rn s), L td . . .  34

—  L ord , E. S., L td .  —
L uke «ft Spencer, L td . . .  . .  . .  45
M acdonald, Jo h n , «ft Co. (P neum atic

—  Tools), L td ..........................................................—
M acnab «ft Co., L td . . .  . .  . .  —

33 M adan, Chas. S., «ft Co., L td .................... —
—  M ajor, R obinson, «ft Co., L td ................... —
—  M ansfield S tanda rd  S and Co., L td . . .  22
—  M arco C onveyor «ft Engineering  Co., L td . —
—  M arsden, H ind «ft Son, L td ....................... 33
31 M atth ew s «ft Y a te s , L td . . .  . .  —
14 M athison, Jo h n , L td ................................... —
—  M attcrson , L td . . .  . .  . .  . .  —
—  M ay, J .  I I ........................................................ —
18 M eta lec tric  F u rn aces , L td . . .  . .  4G
33 * M etronie In s tru m e n t Co., L td . . .  —
—  M idland Silicones, L td . . .  . .  . .  —
—  M ining «fe Chemical P roducts, L td . . .  —
38 M itchell’s E m ery  W heel Co., L td . . .  —
—  M odern F urnaces «ft S toves, L td . . .  53
—  Mole, S., «ft Sons (Green L ane Foundry),
—  L td .........................................................................—

0 M olineux F o u n d ry  E q u ipm en t, L td . . .  15
Mond N ickel Co., L td ............................... —

—  M onom eter M anufactu ring  Co., L td . . .  52
— M onsanto Chem icals, L td . . .  . .  —
30 M organ Crucible Co., L td . . .  . .  39
— Morris, H erbert, L td . . .  . .  . .  —

4 M uir, M urray «ft Co., L td . . .  . .  —
—  M usgrave «fe Co., L td . . .  . .  . .  —
—  M usgrave, E llio tt, L td . . .  . .  . .  —
41 Neville,.T. C., «ft Sons, L td ...............................49
—  New C onveyor Co., L td . . .  . .  —
—  N itra llov , L td . . .  . .  . .  . .  —

50

33

34

44

P age N os
N orton  G rinding W heel Co., L td .
P ag e t E ngineering  Co. (London), L td . 
P a lm er T yre , L td .
P an tin , W . «ft C., L td ......................
P a rish , J . ,  «ft Co.................................
Pascal! E ng ineering  Co., L td . . .
P asse, J .  F ., «ft Co.
P a te rso n  H ughes E ngineering  Co., L td 
P a tte rn  E q u ip m en t Co. (Leicester), L td  
P a tte rn m a k e rs  (Engg.) Co., L td .
P erry , G., «ft Sons, L td .
P hilips E lectrical, L td .
Phillips, J . W . «t C. J . ,  L td . . .
P ickerings, L td .
P lckford , H olland «ft Co., L td . . .
Pneulec, L td .
P o rtw av , C., «ft Son, L td .
P ow der M etallurgy, L td .
P recision P ressw ork Co., L td . . .
P rem o P a tte rn  Co., L td . 
l ’ressu recast P a tte rn  P la te  Co., L td .
P rice , J . T ., «ft Co. (B rass «ft A lum lniu 

Founders), L td .
P rice , J . T ., «t Co., L td .
R ansom es, Sim s «fc Jcffçries, L td .
R ap id  M agnetic M achines, L td .
R.C.A. P h o to p h o n c , L td .
R eavell «ft Co., L td .
R ichardson E ngineering  (B ’ham ), L td  
R ichardson, R . J . ,  «ft Sons, L td .
R idsdale «ft Co., L td .........................
R iley  S to k er Co., L td ......................
R oper, E . A., «ft Co., L td .
R othervale  M anufacturing  Co., L td .
R ound O ak Steel W orks, L td . . .
R ow land, F . 13., eft Co., L td .
R ule «ft M o f f a t ..............................
R ustless Iron  Co., L td .
S afety  P ro d u c ts , L td .
S a lte r, Geo., «ft Co., L td .
S andv ik  Steel B and Conveyors, Ltd.
S t. G eorge’s E ngineers, L td .
S co ttish  F oundry  Supplies Co. . .
Sheffield S m elting Co., L td .
S heppard «ft Sons, L td .
S inex Engineering  Co., L td . 
S issou-L ehm ann, A ndre 
S k lenar F urnaces, L td .
S lough M etals, L td .
Sm cdley Bros., L td .
Sm eetoii, Jo h n  A., L td .
Sm ith , A lbert, «ft Co.
Solus-Schall, L td .
Spencer «ft H als tead , L td .
Sperm olin, L td . . .
S tan to n  Ironw orks Co., L td ., The 
S taveley  Iron  «ft Chem ical Co., L td .
Steele «ft Cowlishaw, L td .
S te in  «ft A tk inson, L td ....................
S te in , J o h n  G., «ft Co., Ltd.
S terling  F oundry  Specialties, L td .
S terno l, L td ........................................
S tew art, Colin, L td .
S tew art and G ray, L td .
S tu r te v a n t E ng ineering  Co., L td .
Suffolk Iron  F ou n d ry  (1920), L td .
S w ynnertou  Red M oulding Sand 
T allis, E ., «t Sons, L td .
T angyes, L td ......................................
T elsen, T h . ..............................
T hom as, G. «ft R ., L td .
T ilghm an’s P a te n t Sand B last Co., Ltc 
T u rn e r M achine Tools, L td .
T yseley  M etal W orks, L td .
U nited  S ta tes  M etallic Pack ing  Co., L td  
U niversal P a tte rn  Co. (London), L td . 
V aughan C rane Co., L td .
V aughans (H ope W orks), L td . . .
V ickers, Jo h n  «ft Son . .
V okes, L td .
W a d d in g to n , G. «ft Son, L td . . .
W ad k in, L td .
W alker, T. «t I., L td ........................
W ard , T hos. W ., LUI....................... 19
W aring  Bros.
W arn e r «ft Co., L td .
W atsons (M etallurg ists), L td . . .
W ebster «ft Co. (Sheffield), L td .
W engers, L td .
W est M idland R efining Co., L td .
W Inget, L td .
W it ham , L. A -  «ft Co.
W oodw ard Bros, «t Copelin Ltd.
W rig h t «ft P la t t ,  L td ........................

20

30

9

51
30

17

50

3
24

49

11

34
47

50 
«ft 31
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R E 1: 1 N E D
P 1 G I R O N

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

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

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

P R O M P T  D E L I V E R Y

THE' STANTON IRONWORKS COMPANY LIMITED NEAR NOTTINGHAM
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T R A D E  J O U R N A L
w it h  WHICH IS IHCORPOMATCO T H E  IR O N  AN D  S T E E L  TR A D ES  JO U R N A L

The FOUNDRY TRADE JOURNAL Is 
following :—

the Official O rgan of the

FOUNDRYM EN
English Steel C o rp o ra tio n ,

INSTITUTE OF BRITISH
PRESIDENT : D r. C . J . D adsw e ll,

Limited, Sheffield.
Secretary : T . M a k e m so n , M .B.E., Saint John S tree t C ham bers, 

D eansgate, M anchester, 3. ’Phone and ’G ram s : Blackfriars 6178. 
BRANCHES

Birmingham, Coventry and West Midlands : E. R. D unning, 55, Shakes
peare  D rive, Shirley, W arw ickshire. Bristol and West o f England :
G. W . Brown, 51, W estbury  Road, B ristol. E . M id lands: S. A. H orton , 
163, Morley Road, C haddesdon, D erby. Lancs :  F. W . Nield,
11-4, C larksficld Road, O ldham . L in e s :  T. H. N o rth , 46, Mildmay 
S tree t, Lincoln. London: W . G. M ochrie, Tyseley M etal W o rk s , 
Limited, Balfour House, Finsbury Pavem ent, London, E.C.2. Newcastle- 
upon-Tyne :  F. Robinson, S ir W . G. A rm strong, W hitw orth  & Co. 
(Ironfounders), Ltd., Close W orks, G ateshead. Scottish :  J. Bell, 60, 
St. Enoch Square, Glasgow. S he ffie ld : J. H. Pearce, 31, Causew ay 
H ead Road, D ore, Sheffield. Tees-side : F. Shepherd, H ead, W rightson  
& Co., Ltd., Teesdale Iron W orks, Thornaby-on-Tees. W ales and 
Monmouth : A. S. W all, 14, Palace Avenue, Llandaff, Cardiff. W cA  
Riding o f  Yorkshire :  H. W . G riffiths, 46, Peckover D rive, Thornbury , 
Bradford. South A frica  :  S ecretaries, S.E.I.F.S.A., Barclays Bank
Buildings, C r. Com m issioner and H arrison  S tree t, Johannesburg. 

SECTIONS
Burnley : H. Buckley, 33, N ew castle S treer, Burnley. Cape Town : 

S. W ade, P.O. Box 46, Salt River. East Anglia :  L. W . Sanders,.Lake 
and Elliot, Limited, B rain tree, Essex. Falkirk : A. Bulloch, Jones & 
Cam pbell, Limited, Torw ood Foundry, L arbert, S tirlingshire. Scottish- 
North Eastern : R. Leaks, A lexander Shanks & Son, Limited, A rbroath . 
Slough : P. Hoesli, Light P roduction C o., Ltd., Slough, Bucks West 
W a le s : C. G. Jenkins, "H igh  W inds,"  26, Townhill Road,
Ske'ty, Swansea. Southampton :  Dr. O . P. Einerl, F.I.M., John I. 
Thornycroft & C o., Ltd., W oolston , Southam pton.

B R IT IS H  STEE L F O U N D E R S ’ A S S O C IA T IO N  
Chairman : T . H . S u r rm e r s o n , S um m erson’s Foundries Lim ited, 

A lbert H i'l Foundry, D arling ton , Co. D urham . Secretary :  R o b e r t 
B a rb e r , A .C .I.S ., Broomgrove Lodge, 13, Broomgrove Road, Sheffield, 
10. ’Phone and ’G ram s : Sheffield 63046.

B R IT IS H  ST E E L  C A S T IN G S  R E S E A R C H  A S S O C IA T IO N  
Chairman : F. N . L loyd , B .A ., F. H. Lloyd & C o ., Ltd. Director : 

J . F. B. J a c k s o n , B.Sc., A .R .I.C ., F .I.M . Secretory : R o b e r t
B a rb e r , A .C .I.S ., B room grove Lodge, 13, B room grove Road, 
Sheffield, 10. ’Phone and ’G ram s : Sheffield 63046.
A S S O C IA T IO N  O F  B R O N Z E  A N D  BRASS F O U N D E R S  

President : W . R. M a rs la n d , N ew m an. H cnder & C om pany, Limited, 
W oodchester, G los. Secretaries : H e a th c o te  & C o le m a n , 69,
H arborne Road, Edgbaston, Birm ingham , 15. 'Phone : EDGbascon 4141. 
’G ram s : " C la r ify ,” Birmingham, 15.

L IG H T  M ETA L F O U N D E R S ’ A S S O C IA T IO N  
Chairman : A . H . S tu rd e e ,  M .B.E., W h .E x ., M .I.M ech .E .

Secretary : E ric  L. H e a th c o te ,  69, H arborne Road, Edgbaston, Bir
mingham, 15. ’P h o n e : EDGbaston 4141. ’G ra m s : “ C larify ,”
Birmingham, 15.

F O U N D R Y  T R A D E S ’ E Q U IP M E N T  A N D  S U P P L IE S  
A S S O C IA T IO N  

President : F ra n k  W e b s te r ,  A ugust’s Lim ited, Exm oor S tree t, 
Halifax. Secretaries :  P e a t ,  M arw ick , M itc h e ll & C o m p a n y ,
94/98, Petty France, London, S .W .I. ’Phone : Abbey 7515. ’G ram s :
"  C rusades, S ow est,"  London.

IN S T IT U T E  O F  V IT R E O U S  EN A M E LLE R S 
President : D r. H a ro ld  H a r t le y ,  C .B .E ., D .Sc., H o n .M .I.G as  E., 

Radiation Limited, 7, S tratford Place, London, W .l .  Chairman: S. H a lls-  
w o r th ,  Prince Enamel and M etal W orks Limited, Marsh Side, W o rk 
ington, Cum berland. Secretor/es: Jo h n  G a rd o m  & C o m p a n y , Ripley, 
D erbyshire. ’Phone : Ripley 136.
C O U N C IL  OF IR O N FO U ND RY  ASSOCIATIONS

Chairman : N . P. N e w m a n , N ew m an, H ender and Com pany,
Limited, W oodchester, near G loucester. Director : K. M arsh a ll .
Secretary : J . W . B u tle r , C rusader House, 14, Pall Mall, London, S.W .I. 
’Phone : W h iteh a ll7941.

Participating Associations :  British C ast Iron Research Association
(affiliated) ; Institu te of British Foundrynjen (affiliated) ; and the 
following :—

Automobile Ironfounders’ Association.— S ecretaries : H eathcote and
Colem an, 69, H arborne Road, Edgbaston, Birmingham, 15. ’Phone : 
EDGbaston 4141. ’G ram s : ”  C larify ,” Birmingham, 15.

British Ironfounders' Association and British Bath Manufacturers' 
Association.— D irecto r and S ecretary : J. G albraith  Sneddon, C.A.,
145, St. Vincent S tree t, G lasgow, C.2. ’Phone : C entral 2891 ;
’G ram s : "  G roundw ork ,”  Glasgow.

25

pbeM MaBritish Grit Association.— Secretary : J. Cam pbell M acGregor, 10, Bank 
S tree t, A irdrie , Lanarkshire. "

British Malleable Tube Fittings Association.— Secretary  : F. B. Ridgwell, 
196, Shaftesbury A venue, London, W .C .2. ’Phone: Temple B ar 6052-3 ; 
’G ram s : ”  Brim atufia,”  London.

Cast Iron Chair Association.— Secretaries : Peat, M arwick, Mitchell
& C o., The C ast Iron C hair A ssociation, Q ueen’s Square, M iddlesbrough, 
Yorkshire.

Cast Iron Axlebox Association and National Ingot Mould Association .— 
Secretaries : Peat, Marwick, Mitchell & Com pany, 301, Glossop Road 
Sheffield. ’Phone and ’G ram s : Broomhill 63031.

Cast Iron, Heating, Boiler and Radiator Manufacturers’ Association .— 
S ecretary : Stanley H enderson, 69, C annon S tree t, London, E.C.4
’Phone : C ity 4444.

Cost Iron Pipe Association.— Secretary : T. C lark , C rusader H ouse, 
14. Pall Mall, London, S .W .I. ’Phone : W h iteh a ll7941.

Cast Iron Segment Association.— S ecretary : H. A. D. A cland, 5, V ictoria 
S tree t, London, S .W .I. ’Phone : Abbey 1394.

Greensand Pipe Founders’ Association.— Secretaries : M cClure N aism ith  
Brodie & Com pany, 77, St. Vincent S tree t, G lasgow, C.2. ’Phone : 
G lasgow 9476 ; ’Gram s : ”  Lycidas,”  Glasgow.

National Association o f  Malleable Ironfounders.— S ecretary  : Miss L.
V erity, C ham ber of Com m erce Offices, T udor House, Bridge S tree t, 
W alsall. ’Phone : W alsall 5671.

IR O N F O U N D E R S ' N A T IO N A L  C O N F E D E R A T IO N  
Chairman :  D. G ra h a m  B isse t, Enfield Foundry C o., Ltd., W altham  

C ross. D ire c to r : R. F o rb es  B a ird , 117, Church Lane, H andsw orth  
W ood , Birmingham, 20. ’Phone : N o rthern  0343 & 0037 ; ’G ram s : 
”  Irocast,”  Birmingham.

LOCAL BRANCH ASSOCIATIONS 
East and W est Ridings.— Secretary : O. G ibson, O liver Gibson & Sons, 

Ltd. Leeds. ’Phone : Leeds 21226. London, Home and Eastern
Counties.— Secretary : A. L. N adin , C ooper Roller Bearing C o., Ltd., 
King’s Lynn, N orfolk. ’P h o n e : King’s Lynn 2500. Midlands.— Secretary: 
R. Forbes Baird, 117, Church Lane, Birmingham, 20. ’Phone : 
N orthern  0037 & 0343. North M idland.— S ecretary : Chas. J. Stone, 
Manlove A llio tt & C o., Ltd., Bloomsgrove W orks , N ottingham . ’Phone : 
N ottingham  73084 o r  75127. N orthw este rn .— Secrecary : H .G o tt ,N o r th  
Foundries, Ltd., Lansdowne Road, M onton, Ecclcs. ’Phone : Eccles 
3545. Scottish.— S ecretary : A llan F. Ure, A llan U re, Ltd., K eppochhlll, 
Glasgow. ’Phone : G lasgow, Douglas 2641.
N A T IO N A L  IR O N F O U N D I N G  E M P L O Y E R S ' F E D E R A T IO N
*"resident :  T . L ee , Henry H ollindrake & Son. Limited. Princes 

S tree t, S tockport. Secretaries : M ann , Ju d d  & C o ., 8, Fredericks 
Place. Old Jew ry, London, E.C.2. ’Phone : M etropolitan 8613 ;
’Gram s : ”  Manjudca P hone,’’.London.

LOCAL ASSOCIATIONS 
C ard iff and D istrict Founders' Association.— S ecretary : G. M orris, 12, 

W est Bute S tree t, Docks, Cardiff. ’Phone : Cardiff 32701.
Leeds and D istrict Ironfounders’ Association.— Secretary : F. H. Foster,

H. J. Gill & Co. (Leeds), Ltd., 194, C ardigan Road, Leeds, 6. ’Phone : 
52020.

Leicester and D istrict Ironfounders’ Employers Association.— S ecretary : 
C. S. Bishop, 8, New S tree t, Leicester. ’Phone : G ranby 511.

Liverpool and D istrict Ironfounders’ Association.— S ecretary : J. S. Hassal 
16/18, Hackins Hey, Liverpool, 2. ’Phone : C en tra l 0114.

Manchester and D istrict Ironfounders’ Employers’ Association.— Secre
ta ries  : W ebb. H anson, Bullivant & C o., 90, Deansgate, M anchester. 
’P h o n e : Blackfriars 8367 ; ’G ram s : ”  Sound,”  M anchester.

Midland Ironfounders’ Association.— Secretary : R. Forbes Baird, I 17, 
Church Lane, H andsw orth W ood , Birmingham, 20. ’Phone : N orthern  
0343. ’Grams : “  Jacelace,”  Birmingham.

Monmouthshire Founders’ Association. — S ec re ta ry : I. J. Smith, 
Tredegar Foundry, N ew port, Mon. ’Phone : N ew port 4275 ; 
’Gram s : ”  Rogerw inch,”  N ew port.

North o f England Ironfounders' Association.— Secretaries : Mann, Judd 
G ordon & C o., 61, W estgate Road, N ew castle-upon-Tyne. ’P h o n e : 
N ew castle 20836 ; ’G ram s : ”  M annca,”  Newcastle.

North Staffordshire Ironfounders’ Association.— S ecretary : J. H. L.
Beech Bourner, Bullock & Co., Federation House, S tation  Road» 
Stoke-on-Trent. ’P h o n e : S toke-on-Trent 44245.

Scottish Ironfounders’ Association.—Secretaries : Mann, Judd, G ordon 
& Co., 142, St. Vincent S tree t, G lasgow, C .l. ’Phone : C en tra l 2857 ; 
’G ram s : ”  M annca,”  Glasgow.

Sheffield and D istrict Ironfounders’ Association.— Secretary : T. G oddard, 
M ander, 59, C larkhouse Road, Sheffield, 10. 'Phone : Sheffield 60047 ; 
’Gram s : ”  Em plofedra,”  Sheffield.

South o f England Ironfounders’ Association.— Secretaries : Mann, 
Judd & C o., 8, Fredericks Place, O ld Jew ry, London, E.C.2. ’Phone :
M ETropolitan 8613. ’Grams : ”  Manjudca P hone.”  London.

Welsh Engineers’ and Founders’ Association.— Secretary : W . D. M. 
Davis, I, St. James G ardens, Swansea. ’P h o n e : Swansea 59166 ; 
’G ram s : ”  Iron ,”  Swansea.

W est c f  England Ironfounders’ Association.—S ecretaries : M ann, Judd 
& C o., 8, Fredericks Place, O ld Jew ry, London, E.C.2. ’Phone :
M ETropolitan 8613. ’G ra m s : ”  M anjudca, P hone,” London.

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

B R IT ISH  C A S T  IR O N  R ESEA R C H  A S S O C IA T IO N
Alvechurch, Birm ingham . ’Phone and G ram s : Redditch 716.

Scottish Laboratories.— Blantyre Industrial Estate, B lantyre, Lanark
shire. ’Phone 486.
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FROM Halifax— from that 
famed background of great 
Machine Tools and Foundry 
Engineering come greetings 
and heartfelt pride, loyalty 
and devotion.

W e are  proud to be 
numbered with those con
tributing so vitally to British 
industrial might and com
mercial importance. And 
proudly we remain pledged 
in service to the nation, to 
the Foundry Trades, and 
to every element of engin
eering which by its very 
excellence is rated British 
and Best.

Sole Licensees and M anufacturers fo r British Em pire (excluding  
Canada) o f  the Simpson Sand M ixer.

Specialists in Modem 
Foundry Mechanisation

HALIFAX ENGLAND
T elephone: H alifax  6 1 2 4 7 /8 /9  
Telegrams: August, H alifax.
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Iron and Steel Board
W ith the announcem ent of the nam es o f  em inent 

people who are to form  the Iron and Steel Board, 
m any of the earlier anxieties felt by the majority of 
the ferrous foundry industry will be dissipated. The 
chairm an, Sir Archibald Forbes, through his previous 
activities in a somewhat sim ilar capacity, is both well 
respected and trusted by all iron and steel interests. 
W ith him as perm anent officials are Sir Lincoln 
Evans and Mr. R. Shone. The form er ranks amongst 
the most brilliant and soundest o f trade union 
leaders. As secretary of the Iron and Steel Trades 
C onfederation, he visited Russia and wrote an 
exceedingly interesting and erudite account of the 
metallurgical industries of that country. M r. Shone 
comes from  the British Iron and Steel Federation and 
is well inform ed and an exceedingly enthusiastic 
protagonist of the industries he so cleverly repre
sents.

The foundry side of the Board is represented by 
M r. James Shaw, the chairm an of Allied Iron- 
founders, Limited, and Sir Percy Lister, of R. A. 
Lister & Com pany, Limited, Dursley. Both these 
gentlemen have spent a lifetime in the service of 
ironfounding, the form er in the sphere of builders’ 
castings and the latter in the field of light-engine 
and dairy-machinery work. Both are large users of 
pig-iron, scrap and steel sheets. W e regard it a real 
m isfortune that M r. Beard, the secretary of the 
U nited Patternm akers’ Association, finds himself un
able to serve, as his knowledge of the foundry

industry is both wide and thorough. Steel founders 
have an expert on the Board through the appoint
m ent of Sir Andrew McCance, who has always 
taken a profound interest in the affairs of the Clyde 
Alloy Steel Com pany, Limited, and in him his col
leagues in this section of the industry have well- 
placed trust.

As m atters are at the m om ent, there does not seem 
very m uch for the Board to do for the foundry in
dustry. Controls, virtually, have been lifted. One 
factor, however, which is exercising the minds of 
both ironm asters and foundry owners is the high 
price of fuel. If representations on this m atter to 
the appropriate bodies com e within the B oard’s 
term s of reference— which we doubt—it would be an 
activity deserving the enthusiastic approbation of 
both the two great industries they are to serve. The 
new Board is certainly one which does com m and the 
respect of the whole of the foundry industry.

Overcoming Isolation
Whilst on holiday in Falm outh, we were accorded 

excellent opportunities to examine the conditions 
under which the isolated Cornish foundries not only 
exist but m ake progress. Reliance has necessarily 
to be placed on the technical Press, as personal con
tact with much of our industry is not easy. N atu r
ally, there are the visits from  the representatives of 
the equipm ent and supply houses, and we received 
the impression that their frequency largely depends
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Overcoming Isolation

on whether or no t founders write to advertisers for 
catalogues or enlightenment. The type of output 
includes municipal castings; com ponents for the re
pair o f tankers— involving much pipe work; m ain
tenance w ork for the very extensive china-clay enter
prise and some work for light machine-tools.

From  the foundry angle, the works of Holm an 
Bros., Limited, of Cam borne, are of m ajor interest, 
especially for the high quality output. During a visit 
to the shops, it is tru thful to say that we saw not one 
blemish on the machined surfaces. The firm is a 
M eehanite licensee and the control instituted thereby 
is meticulously followed. Experim ental work is 
being undertaken both  on shell m oulding and exo
therm ic feeding heads. M achine moulding, core
blowing and very efficient sand-handling p lant com 
bined with intelligent inspection are all making 
worthwhile contributions to the high order of the 
productions from  the foundry. The Falm outh 
D ockyard (Siley Cox, Limited) is a very large enter
prise, yet so situated as not to im pair the amenities 
o f the town. I t employs nearly 3,000 people and 
handles some 400 ships a year. The foundry has 
recently changed its control and many im 
provem ents have been made. Baths are being erected 
a t strategic positions around the works. Attempts, 
sometimes but not always successful, have been 
m ade to cast large non-ferrous castings from  the 
cupola. Shortly, the melting departm ent is to be 
enlarged. Unlike H olm an’s, where Cornish sand is 
used, reliance is placed in the dockyard foundry on 
Royer-prepared E rith  sand and the castings have a 
good surface and machine up nicely.

At the Charlestown Engineering Com pany, 
Limited, where castings for the clay mines are made, 
good use is m ade of the Sandslinger for economizing 
m oulders’ time, as there is a shortage of skilled men 
at this foundry. The cupolas are mechanically 
charged. Both here and a t Falm outh some 
castings are bought from  the large centres, but the 
quality has not always reached expectations and 
attem pts are likely to be m ade to undertake the jobs 
in the home works. The foundries visited all evinced 
real enthusiasm for progress and their isolation 
should not be m istaken for retrogression. Finally, 
we wish to  thank our chaperones, M r. Symons of 
H olm an’s, M r. Spargo of Falm outh, and Mr. 
Broad of Charlestown.

S a n d er s  & F o r s t e r , L im it e d , structural engineers 
of H ertford Road, Barking, announce the appointm ent 
of M r . L . P em b er to n  as their chief technical repre
sentative.

T h e  B r it is h  St a n d a r d s  I n s t it u t io n  has just pub
lished b .s . 885, “ Brass tubes for general purposes, 70/30 
brass, aluminium brass,” which replaces the 1940 edition 
of b .s . 885/6. Copies may be obtained from the sales 
branch, 24, Victoria Street, London, S.W.L price 2s. 6d.

New Shell-moulding Machine
Readers, who by now will know the fundam ental 

advantages and drawbacks of the shell-moulding pro
cess, will learn with interest that a machine for making 
“ biscuits” has been designed by Mr. A. Wansbrough 
Jones and is being marketed by Clino Foundry Sup
plies, Limited, of 25, Clyde Vale, D artm outh Road, 
Forest Hill, S.E.23. To ascertain and establish au to
matically the timing of the plant, a prelim inary run is 
undertaken and thereafter the process is push-button 
controlled. There are four independent time switches, 
actuating solenoid-operated pilot air valves, which in 
turn control the air at both ends of the air cylinders 
which work the machine. A ir at 100 lb. pressure is 
supplied by a small motor-driven compressor and re
ceiver, or connections can be provided for existing air 
lines where available.

Operating Cycle
Providing the various time cycles have already been 

set for the particular patternplate in use, the master 
time-switch will take over the operation for making a 
single shell mould. The general process of operation is 
as follow s:—

(1) The patternplate (size 16 by 28 in. max.) is loaded. 
This plate is mounted on two dowelled studs, and 
clamped with two hexagon nuts.

(2) The heating hood swings over the patternplate and 
applies infra-red heat for a predetermined period.

(3) The hood swings back and the patternplate is re
versed ready to meet the dump box containing the sand/ 
resin mixture.

(4) The dump box rises to meet the patternplate.
(5) The dump box and patternplate are turned com

pletely over to enable the sand/resin mixture to invest 
the pattern. A fter a set period, this movement is re
versed to allow surplus mixture to fall back in the box, 
which is then lowered away from  the plate. The pattern 
and its investment then turns over to its original posi
tion and the heater hood swings over it for the final 
cure. After a set time, the hood returns to its stand.

(6) The dump box is lifted up to the ejector plate, 
which engages with the ejector pins and so raises the 
shell mould approximately 2 in. and holds it off the plate 
for any predetermined time, during which the shell is 
removed by the operator. The dump box is then lowered 
again. A t this stage, the machine is ready to commence 
another cycle of operations, and the starting button can 
be pressed.

The time of a complete cycle—which is the time taken 
to make a shell mould—varies with different pattern- 
plates and according to the thickness o f mould required. 
I t  naturally takes longer to cure a thick mould than a 
thin one, but an average cycle might be taken as 2 i  to 
3 min. The actual operational time would be not more 
than 30 secs., plus, of course, the varying investment and 
curing times.

I.B.F. Golfing Society
Mr. P. B. Higgins, member of the West Riding 

branch of the Institute of British Foundrym en, has pre
sented to the Institute a very handsome Coronation 
Challenge Shield to be competed for annually at the 
I.B.F. Golfing Society meetings. The committee have 
gratefully accepted this generous gift.

Teams of three from each branch arc to be nomi
nated on the eve of each G olf M eeting and the branch 
team winning it will hold it for one year. This year’s 
meeting will be held at W oodhall Spa on Saturday and 
Sunday, September 26 and 27. Entry forms will be 
issued shortly by the hon. secretary, Mr. F . Arnold 
Wilson.
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Runners and Risers
B y  E . Daybell, P .  A .  Russell, and R . W. Ruddle, M .A .*

A t this sym posium  organized by the London branch o f the Institute o f British Foundrym en the 
three chief speakers representing steel, iron and non-ferrous founders outlined trends in running and 
risering practice in their particular branch o f foundry technology. Then, in general discussion, points 
o f similarity and difference between the system s were brought out, in an attem pt to apply more widely 
experience gained in the localized spheres, to agree on the solution to com m on problem s and to assess 
divergent practices as particular functions o f the m etal and m ould being dealt with. In  this way it was 
fou n d  possible to isolate the requirements o f running and feeding into means taken to deal with (a) 
liquid and  (b) solid contraction, (c) solidification and (d) mould-material characteristics for the metals 
being poured. The com m on factors arising appeared to be prevention o f heat loss from  riser metal; 
emphasis always on proper directional solidification (by re-designing the m ould  i f  necessary); em ploy
m ent o f scientifically designed and pattern-made running system s instead o f leaving such matters to the 
moulder, and agreement that m uch m ore fundam enta l research on metal-flow characteristics is necessary.

Runners and Risers for Steel 
Castings

B y  E . Daybell
There are so many interesting and complex 

problems which arise when designing gating and 
feeding systems fo r steel castings, that in this short 
Paper it is necessary to restrict the subject to m odem  
techniques used in the production o f quality cast
ings by m achine-m oulding methods. The words 
“ G ating and Feeding ” are used because these are 
the term s generally used in steel practice, the 
emphasis being on the feeding, which is the primary 
function of a riser as opposed to flow-offs and run- 
throughs. Fig. 1 shows the term s to be used in the 
runner system, in order that there shall be no 
confusion.

Objects of Feeding and Gating
Objects of feeding and gating systems are listed 

in four categories, not necessarily in order of 
preference: —

(1) To ensure sound, clean castings to correct 
limits and tolerances.

(2) T o  achieve and m aintain a consistently-high 
standard of product throughout the order, using a 
minimum am ount of excess m etal for feeding 
purposes, etc.

(3) To reduce to a minimum the operations of 
chipping, “ bur n i ng” grinding, shaping, etc.

(4) To produce castings under the m ost congenial 
conditions by reducing or eliminating the less- 
attractive operations wherever possible, with 
particular reference to the fettling departm ent. If 
successful, this objective must influence:— (a) the 
quality of the finished products; (b) the accelera
tion of work flow through the shop and (c) the 
reduction of costs, all which lead to (d) m aintaining 
the good nam e of the steelfounding industry and 
attracting good-quality recruits into it by assisting 
m anagem ent to m aintain good w orking conditions 
and general efficiency.

* The Authors are. respectively, associated with K. X- L. 
(Steeltounders and Engineers), L im ited; S. Russell & Sons, 
Lim ited; and British Non-Eerrous Metals Research Association.

It is necessary constantly to  remind m oulding 
m achine operators, that although the runner is 
probably the smallest part in size on the pattern 
board, in m any cases, all the metal for both casting 
and heads passes through the aperture it produces 
in the m ould, and therefore, when adding facing 
sand and building up a m ould structure, it is one 
o f the most im portant parts on which to concen
trate attention.

Top Gating or Bottom Gating
Each system has its own advantages and  dis

advantages, and just as each individual casting has 
its own peculiar problem s, so must the decision to 
top- or bottom -gate be m ade with regard to  all 
the other practical problem s involved. An ex
am ple of top-gating is shown in Fig. 2. W hereas 
the top gate may be ideal to prom ote the correct 
heat gradient and produce directional solidification, 
it may also produce turbulence, scouring and scab
bing, which result in the casting being scrapped for 
gas holes and sand inclusions. F or these reasons, 
coupled with the m odern trend to extend the use 
o f synthetically-bonded moulding sands cast in a

-<— D0W NGAT6

RUNNER BAR

F ig . 1.— Nomenclature of a Typical Running System 
for Steel Casting.
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Fig . 2.— Example of a Running System employing 
Top Gating Practice.

“ green ” state, the bottom  gate, which enables the 
m etal to  roll into the m ould with a m inim um  
am ount of turbulence is m ore suitable in the 
m ajority of cases (Fig. 3). It is germ ane to  note 
that tem perature differences caused by unequal 
sections in  the casting design itself, are often con
siderably greater and m ore dangerous than the 
unavoidable tem perature gradients and differences 
caused by the runner system. In spite of these con
siderations, however, top gates are successfully used 
on certain types of castings. Step gating, which 
is a com prom ise between the two, m ay be resorted 
to, but only after m uch careful thought. It has to 
be rem em bered that once a stream  of m etal has 
commenced to  run along a certain channel it will 
continue to  do so until it is definitely checked, and 
instances have been found with step gates where 
the m etal at the top ingate was flowing from  the

D.A rFA :l-2

DA-FA' t-t

Fig.  4.— Sketches showing the Application of Finger- 
gating Area Ratios and Flow Patterns induced.

Fig . 5.— Layout Drawing and Actual Casting made by 
the use of Pencil-type Gates.

Fig.  3.— Example of Bottom Gating employed on a 
Steel Driving-wheel Casting.

casting towards the downgate instead of vice 
versa. There are other practical ways of reaching 
a com prom ise, such as pouring by bottom  gate 
until the m etal is just entering the heads, then 
pouring directly into each head in turn, or pouring 
the heads short and applying exotherm ic pow der to  
raise the tem perature of the m etal in them. This 
latter expedient is dealt with later. Fig. 4 dem on
strates the im portance of proportion in design of a 
gating system and is an  example of finger gating. 
The ratios of the cross-sectional area of the down
gate or sprue to  the ingates or fingers are shown as 
1 to 2, 1 to 1, and 1 to  4;  it is the 1 to 1 ratio 
which gives the best results.

Typical M ethods 
It will be apparent that there are no hard  and 

fast rules which one can apply to the design of 
runners and risers which apply to  all metals or even 
to  any one m etal under all circumstances. Thus it 
is advisable to  examine a few practical running 
m ethods which are in daily use. Fig. 5 shows the 
application of the pencil-type gate which is effec
tive in helping to  produce directional solidification,

POURING
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providing the casting is not too big and the metal 
does not have to drop too far.

Fig. 6 shows examples of top-gating into atm o
spheric “ heads ” with W ashburn cores; Fig. 7, a 
further example, showing a bottom  runner with top 
ingates which is becoming popular both in America 
and in this country; whilst in Fig. 8 a bottom  ring 
runner which distributes the heat around the cir
cum ference of the casting is shown.

F ig . 8.— Underside of a Sprocket Casting showing the 
Ring-type Bottom running Method.

Heading or Riscring
Feeding heads are designed to  take care of 

reduction in volume as the steel changes 
liquid to solid. Liquid metal must be supplied to 
the solidifying casting to com pensate for liquid 
shrinkage, which, in steel is approxim ately from  
6 to 10 per cent. T o  determ ine the size of head 
required to  feed a certain section the Heuver circle 
m ethod (A) gives a good indication of the largest 
mass which has to  be catered for. This system 
is shown in Fig. 9. By inscribing a circle at the 
heaviest section or cross-sections the position and 
size of such sections is determined. An indication 
as to the bulk of head required may be obtained 
from  Fig. 9. It is then necessary to  position the 
head in such a m anner that there is the shortest 
possible distance between it and the mass of metal 
it is designed to feed, whilst bearing in mind two 
im portant factors, viz . : — ease of removal at the 
fettling stage, and simplicity of m ould design.

There are often alternative positions from  which 
the mass area in the casting can be reached, and a 
flat face should be chosen in preference to  shaped 
parts, which require for their efficient removal 
extra washing with the acetylene burner, and extra 
grinding. With the latter, also, it is much more 
difficult to  decide when the correct shape of the 
finished product has been obtained, than in the 
case of heads attached to  plain surfaces. On this 
question of m aintaining shapes, the W ashburn 
core, which is dealt with elsewhere, makes a valu
able contribution in this direction. It may be, 
however, tha t the mass accum ulation of the casting 
cannot be readily reached from  the outside, in 
which case padding  is resorted to. Padding simply 
means building up the cross-section to at least the 
area of the inscribed circle, and preferably in pro
gressively larger areas, until it reaches the head 
itself. Figs. 10 to 12, taken from  H euvers’ Paper, 
show respectively a crane wheel, a rope drum , and

F ig . 6.— Typical Castings incorporating Top Runners 
leading into Knock-off Heads.

F ig . 7.— Casting made with Top Ingates from a 
Bottom Runner Bar.

the “ shoulder effect.” “ Shoulder effect ” means the 
difficulty found in “ pressing ” the steel round corners 
during solidification. The cross-section above the 
shoulder m ust be large enough to  ensure adequate 
feeding of the wall section below. Special feeders 
m ust be placed above the corner or, alternatively, 
“ padding ” from  the corner to  the central head 
m ust be provided. The padding may, by agree
ment, be incorporated in the design o f the casting, 
or be rem oved during subsequent cleaning opera
tions.

“ Williams ” or Atmospheric-pressure Heads
The type of head shown in Fig. 13 is known as 

the W illiams or atm ospheric-pressure head and uses 
a pencil core to form  a hot spot and allows the 
influence of atm ospheric pressure to reach the 
molten metal in the centre of the head after the
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Fig. 9.— Heuver Circle Method of Computing Head and 
Neck Sizes. Where A is the area of the Inscribed 
Circle, B the area of the Neck, in the case of Side 
Heads, and C, the area of the Head, then ratios are 
A = 1, 5=1-} ,  and C = 2\ or, A = l, B = 2, and C  =  3. F ig .  12.— Sketch illustrating the “ Shoulder Effect 

when designing Feeder Heads.

“RAM-UP"
CRACKER
CORE

MOULD \
MOULD

J O ' N T  X

'JO IN T

W A SH BU RN  CORE

Fig.  13.— Diagram showing the Application of an 
Atmospheric Head Feeder.

Fig. 10.— Application of the Heuver-circle 
Method to a Crane Wheel.

initial skin on the rest of the head has frozen. 
Previous to  the introduction of this principle, it 
was thought necessary to have the head high up, so 
that the fill-up steel flowed downwards, with the aid

of gravity, from  the head, into the casting, but the 
atm ospheric head shows that gravity flow is rela
tively unim portant, and that heads can be placed on 
the side, or even on the bottom  of a casting, often

Fig. 11.— Section of Rope-drum Casting on which the 
Heuver-circle Method was applied.

Fig . 14.— Wheel Casting for which an Atmospheric- 
pressure or " Williams ” Head was employed.
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F ig . 15.— “ Cracker Core" for insertion in an 
" A tmospheric ” Head.

with better results, if sufficiently hot. In other words, 
the difference in tem perature between the head and 
the casting are much more im portant than the down
ward flow, and this was adm irably illustrated with a 
U -tube and water by M r. Basil G ray in his p a p e r  
on whirlgate heads. As the whole success, then, of 
this method of feeding (Fig. 4) depends on the con
trolled hot spot provided by the pencil core in the 
head, one can realize how disastrous it could be 
to the whole mechanism of feeding a casting if un
controlled hot spots due to design, o r any other 
cause, were to appear in the casting itself during 
the solidifying period. The only possible result 
could be unsoundness.

The m ost reliable design of pencil core personally 
used is the one at present in use in the A uthor’s 
foundry and which was developed by Mr. Finch 
(now w ith C atton & Com pany, Limited, of Leeds) 
when he was a m em ber of the Letchworth foundry 
staff. This consists of a square-section core, instead 
o f the usual cylindrical type, tapering to a point 
(Fig. 15), and gives five good chances of breaking 
through the skin on the atm ospheric head to allow 
the mechanism to function, against the one chance 
in the usual round core. The five chances referred 
to are the five sharp com ers on the core, which, as is 
well known, are the best ways of causing the skin 
to break, and as such have to be guarded against in 
designing the casting itself.

It is sometimes necessary to use “ Williams ” 
heads at different levels, in conjunction with gravity

F ig . 17.— Another Example of Improved Yield from 
the employment of an Exothermic Head; Cast weight 
1,320 lb.; fettled weight 880 lb.; yield 67 per cent.; 
yield with normal heads 47 per cent.

heads, and this can be accomplished successfully only 
if a balanced system of feeding be designed. To do 
this it is necessary to ensure that the areas fed by 
atmospheric-pressure heads are isolated by thin 
sections, or the use of chills, from  those fed by 
gravity or top heads, otherwise the latter will feed 
through the casting into the former, and unless they 
are sufficiently large and efficient to feed the cast
ing plus the atmospheric heads, cavities will appear 
in the casting. There is no doubt that the most im-

Insulator only Shield 8No treatm ent Shield only
air s im p

'.muLATon

43.0 min.
45.0 „ 
45.6 „

Steel 5.0 min. 13.4 min. 
Copper 8.2 „ 14.0 „
Aluminium 12.3 14.3 „

TIM E IN  M INUTES FOR TOTAL SO L ID IF I
CATION OF 4 by 4-in. CYLINDRICAL RISERS

Perfect shield is assumed for 2 and 4—no 
radiation losses.

Insu lating properties sim ilar to gypsum.

-Insulation Characteristics for Various Types 
of Shielded and Open Feeder Heads.

L iq u id
Steel

4 * 4 "  | |

F ig . 19.— Radiation Losses for Heads of Different Sizes; 
(a) 4 by 4 in., 50 min., with 42 per cent. Top Loss; 
ib) 8 by 8 in., 128 min., with 55 per cent. Top Loss.

F ig . 16.— Example of Improved Yield conferred by an 
Exothermic Head, Cast weight 984 lb.; fettled weight 
728 lb.; yield 74 per cent.; yield with normal heads 
59 per cent.
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F ig s . 20 AND 21.— Further Examples of Improved Yield through Exothermic Heading Practice. F ig . 20 {left) 
C.-P. Job, cast weight 4,368 lb., fettled 3,094 lb., yield 70 per cent.; yield with normal heads 62 per cent. 
F ig . 21 Y.-E. Job, cast weight 8,512 lb.; fettled 6,420 lb.; yield 75 per cent.; yield with normal heads 65 per 
cent.

portan t contribution made to steel feeding techniques 
for the elimination of shrinkage cavities during the 
last five decades has been the development of the 
“ Williams ” head.

F ig . 2 3 .—  Views of a 
Hoffman Cover Cast
ing, about 10 in. square; 
the r .h . Illustration 
includes the Runner 
and Knock-off Heads.

Exothermic Feeding Powder
Second only to the “ Williams ” head is placed the 

exothermic feeding powder used in conjunction with 
gravity or top heads poured short, which develop
m ent is still in its infancy. The Steelfounding P ro 
ductivity Team  m entioned in its report that Am eri
can Steel Founders were using a form  of Thermit, 
containing alloying agents m anufactured by 
Exom ent Inc. of Conneaut, Ohio, under the name of 
Risotherm, and it was at this stage that the foundry 
director o f the com pany with which the A uthor is 
associated instituted a project which had the ulti
mate aim of putting a sim ilar type of com pound into 
regular use in the K. & L. foundry. The figures 
detailed in Table 1 give an  indication as to the pro
gress made, and Figs. 16 and 17 are examples of 
the use of the powder. F ig . 22.— Wheel-centre Casting, made with a Restricted- 

neck Feeder.
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S E C T I O N  X'  X'

F ig . 26.— System of Heater Pads arranged for a 
Steel Valve Casting.

F ig . 24. —  (left) 
L.N.E. C o v e r  
C a s t i n g s  As- 
f i n i s h e d ,  and 
(right) As-cast, 
with Side Feeders 
attached.

is nearly tripled, when using insulating m aterial 
with insulating properties similar to those o f gypsum. 
The illustration (Fig. .18) shows calculated increases 
in solidification times obtained by 4 by 4 in. cylindri
cal risers, and are sufficient to draw attention to 
heat losses by radiation, especially a t high tem pera
tures. Enlarging upon this, Fig. 19 shows that on 
a 4 by 4 in. cylindrical riser there is 42 per 
cent, top loss, and on an 8 by 8 in. riser 55 per cent, 
top loss when there is no shielding, and following 
this line of reasoning, large open risers obviously lose 
practically all their heat through the top unless 
means are taken to prevent this. It is therefore 
possible that insulating the sides of the riser could 
cause more heat to be lost through the top of the 
riser than otherwise would be the case.

The use of m etal-producing exothermic materials 
results in an exothermic reaction which produces 
about 0.46 lb. of metal and 0.54 lb. o f slag per 
pound of powder. The slag produced has a high 
aluminium -oxide content, and therefore a high heat 
content and thus acts as a heat reservoir as well 
as an insulating top for the riser. T he m etal 
produced as a result of the exothermic reaction 
remains on the top of the riser due to its highly 
superheated condition, and it is found that by 
“ short ” pouring the risers the extra heat is p ro 
duced nearer the junction o f the riser and the cast
ing, where it is desirable for feeding to take place, 
and also results in the m ost economical situation 
in regard to yield. As the heat produced by the 
reaction can penetrate the neck, this prevents any 
freezing between the casting and the riser before the 
form er is adequately fed.

The tem perature produced in the riser m etal is

F ig .  25.— Mould Arrangement incorporating both a 
Remote Heating Pad and a Chill.

T a b l e  I .— Economies Secured from  the Use o f Exothermic Feeding 
Powder.
1950-51.

N o. o f  castings produced . .  . .  . .  12,955
t . c. Q. LB.

W eigh t o f  s tee l saved  . .  . .  . .  . .  1,543 11 0 19
W eigh t o f  pow der u s e d . .  . .  . .  . .  208 16 3 27

A dd itional m o n e ta ry  gain  ca lcula ted  a t  £10,092.

1951-52.
N o. o f  castings produced  . .  . .  . .  13,575

T. C. Q.  LB.
W eigh t o f  s tee l saved  . .  . .  . .  . .  1,288 9 3 22
W eigh t o f  pow der u s e d . .  . .  . .  . .  204 1 1 23

A d d itional m o n e ta ry  gain  ca lcu la ted  a t  £13,918.

Research carried out at the M assachusetts Insti
tute of Technology indicated that heat is lost from 
an open riser by ( 1 ) convection, (2) radiation and
(3) conduction. H eat leaves the exposed upper sur
face of a riser by convection in the air, and by radia
tion, and is transferred to the body of the mould by 
conduction into the sand. It is further stated that 
the advantage gained by insulating a steel riser with
out top shielding is very slight, the freezing time 
fo r copper is increased twofold and for aluminium
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F ig . 2 7 .— Aveling Hub 
Castings, separately and 
with R  it n n i n g and 
F e e d i n g  Systems 
attached. In this case 
the Head itself provides 
Remote Heat.

F ig . 28 (l e f t ).— “ Wobbler "-end of a Roll Casting showing the Arrangement of “ Elephant Ears” for providing 
Remote Heat. F ig . 29  (r ig h t ).— Methods-department Layout Sheet for the Hoffman Axle-box Cover Casting.

very high, so that the feeding area of a given size 
of riser is m ore effective than in norm al conditions. 
It is possible to develop a tem perature of 2,000 
to 2,600 deg. C. b y . the use of this m aterial, and 
norm al running and risering practice may be 
followed, provided that the heads are “ short ” 
poured as stated. Enough m etal should be in the 
risers to  take care of shrinkage, and if risers are 
taken off at different levels, the “ short ” pouring 
m ust be governed by the risers taken off the highest 
p a rt of the casting.

The exothermic powder is no t added immediately 
after casting, but after a waiting tim e based on 
the fact that a casting having a late feed dem and 
can utilize heat m ore efficiently at a later stage in 
the solidification than castings having an early feed 
dem and. Adm ittedly, there is som e loss of heat 
during the initial flash o f  the reaction, but a slag 
cover is quickly produced which acts as a good 
shield and thereby prevents large heat losses by 
radiation. R eturning to T able I, it should be stated 
that the additional gain was only achieved by 
having a high dem and for liquid steel in the 
foundry, and obtaining increased productivity

through having m oulds available in which to pour 
the m etal saved.

It would, however, be considered a worthwhile 
proposition if the value of the m etal saved only 
equalled the cost o f the powder, because there are 
num erous other advantages which are no t so easy 
to assess in terms of £ s. d., but a re  nevertheless 
apparent. F or instance, in many cases it has been 
possible to reduce the num ber of box-parts required 
on the cope side of a  m ould in accordance with the 
reduced head-height, saving equipm ent, sand pre
paration, transport costs and ram m ing times. The 
short head-height also lessens the am ount o f restric
tion by them  to contraction, saving tim e in easing 
after the mould is cast and reducing the incidence 
of hot-tearing. Crane power which would be 
utilized in  casting abou t five tons of m etal per day 
into risers, can be diverted to servicing moulding 
operations, which in turn reduces “ overhead ” 
expenses by giving increased production. A nother 
feature of this m ethod o f feeding is the ease of 
application. Existing pattern equipm ent fo r risers 
does not become obsolete, it is simply necessary to 
m ark the reduced height to which the m etal should

DOWN , , , , / b i  R U N N E R  B A R
 14 *X l^'ON TOP BOARD

l ;- 4  DIA.K.0.AH. 
KN O CK-OFF  
N ECK

S E C T I O N  A - A

4  : “ 3 "  D I A .  K . O . A . H .  
K N O C K - O F F  N E C K  Ig X g X g

D ata on the Layout Sheet include Customer; description; pa ttern  number; drawing number; m ethods-department num
ber; moulding machine; box-size. sand and m etal to be used; in itials of staff responsible for drawing and checking; thb 
date, scale and space for rem arks and alterations.
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be poured in one of the controlling heads on the 
m ould, to have the powder weighed up in paper 
bags of suitable denom inations, and to drop  them 
down the risers at the appropriate time. (This is 
a  worthwhile factor in selling the idea to the already 
harassed forem an.) F urther examples are shown 
in Figs. 20 and 21.

“ Washburn. ” or Restricted-neck Cores
As previously stated, the “ W ashburn ” or 

restricted-neck core is most useful in reducing the 
area beneath a head which has to be form ed by 
burning, grinding and chipping in the fettling shop. 
Its use is shown in Fig. 22. This device again 
uses the principle o f the hot spot, by utilizing a 
core of com paratively w afer thickness between two 
masses of metal, one the head and the other the 
casting. These heat the core to a high tem perature 
and enable th e  m etal to  flow freely through the 
reduced aperture between head and casting for a 
sufficient length of time to satisfy the feed dem and 
o f the casting. There is no doubt that there are many 
benefits to be gained in return fo r ingenuity and 
patience in applying these principles wherever 
possible. Examples of the use of “ W ashburn ” 
cores are shown in Figs. 23, 24 and suitable sizes 
are given in T able II.

T able  II:.—-Suitable Sizes for “ Washburn ” Cores.

Core th ickness 
(m inim um ).

F eed ing -apertu re
size.

T aper,
deg.

£ in . i  in . square 
S in.

-f 15
in. + 20

1 in. 3 in . ,, + 20
i  in . n  in. + 20
|  in . 33 in . 20

1 £ in. n  in . „ -4- 20

Remote Heat
A nother adaptation of the same principle which 

needs further research is the application of remote 
heat. The object o f this is to apply heat locally, 
adjacent to the casting, to prevent the freezing o f 
thin sections o f  the casting a t that point and so 
allow the heavier sections to be fed through the 
lighter, w ithout resort to padding on the casting 
itself. Similarly, it is necessary to take into account 
the pre-heating o f  the m ould by placing the ingates 
at strategic points, fo r these in tu rn  will prom ote 
directional solidification. A  sim ple example of the 
application of these principles is shown in Fig. 25. 
A chill is placed at that p art o f the casting furthest 
from  the head and runner to  prom ote progressive 
solidification from  that po in t toward the atm os
pheric head which supplies the feed metal. To 
prevent the thinner-section m etal freezing too soon, 
a basin o f  ho t steel is located as shown, separated 
from  the casting by only a thin wall o f sand. By 
these m eans a  correct tem perature gradient is pro
moted, which results in efficient feeding.

A further example (Fig. 26) shows a valve in 
which the seating was m ade perfectly sound by a 
rem ote head; this exam ple also dem onstrates how 
narrow  the m argin between success and failure can 
be. In the first experiment, the basin was fed with 
an ingate direct from  the runner bar, and slight

porosity in the seating resulted. The ingate was 
then taken from  the head as shown and the porosity 
disappeared on subsequent castings. It was there
fore assumed that the first m etal from  the down- 
gate, being chilled by contact with the cold m ould, 
also contributed to fill the rem ote-heat basin, with 
a consequent loss o f tem perature. By allowing this 
first metal to enter the casting itself and the later 
and hotter m etal to form  the basin, the tem pera
ture a t that point was sufficiently increased to pro
mote satisfactory feeding.

A nother example shown in Fig. 27 utilizes a 
“ W ashburn ” core with the head itself supplying 
remote h e a t American foundrym en claim to be 
producing roll castings (Fig. 28) in which the shape 
of the wobbler at the head end can be retained with 
a norm al m achining allowance w ithout interfering 
with the feeding o f  the main parts o f the casting .4

H aving designed a runner system, it is a  good 
investment to check the pouring time by stop
watch on prototype castings, and record it on the 
method sheet, which also shows the heads and 
runner system, especially on jobs which require fast 
pouring to  hold up  the top of the mould or because 
of thin sections. In this way, periodical checks can 
be m ade during production and careless pouring 
practices can be corrected before much harm  is 
done. An example o f  a m ethod sheet is shown in 
Fig. 29. This, along with the m aster layout, is 
kept in a  special envelope, which also contains a 
history o f  the job from  its inception, including 
records of alterations, custom ers’ letters, action 
taken, etc. By allocating one of these envelopes to 
each individual job it is possible to obtain accurate 
inform ation quickly and efficiently.

Conclusion
In conclusion, it is suggested that if one under

stands basic principles, and the reason why runner 
and risers serve their purpose, one can apply these 
principles successfully to  all castings of reasonable 
design. T he results should be checked by non
destructive m ethods of testing such as X-ray, 
gam m a-ray, penetrating fluids or magnetic-particle 
inspection and if necessary by destructive methods. 
The conclusions reached and action taken should 
then be recorded, as it is only by such means that 
progress can be made.

Finally, the A uthor expresses thanks to the foun
dry staff for the help given in preDaring this Paper, 
and to the directors of K  & L  (Steelfounders and 
Engineers), Limited, for permission to make avail
able the inform ation it contains.
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(To be continued)

T h e  J a pa n ese  G o v e r n m e n t  has decided to apply for 
membership of the International T in Study Group.
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Pneum atic Pattern Sprayer
Recently, our representative visited the Shaw Foundry 

Company, Limited, Willenhall, Staffs, malleable and 
grey-iron founders, and saw being used a new pneu
matic hand sprayer* for applying liquid parting media 
to the patternplates. it works on the pressure-blow- 
lamp system, and, when once charged, requires only 
an occasional pump to maintain the working pressure 
throughout the day. At this plant, which incorporates 
an up-to-date mechanized section, there is a preference 
for the hand-operated sprayer, as distinct from the 
paint-gun type, which needs to be connected to a com
pressed a ir line.

The newly-designed sprayer was reported to be giv
ing every satisfaction, points in its favour being extreme 
robustness, low maintenance, and the fact that its 
nozzle requires less cleaning than is usual. Several 
different makes of parting fluid have been used in the 
sprayer with equal success. At Shaw Foundry (Fig. 1),

F ig . 1.— “ M ysto" Hand-operated Pattern Sprayer in 
use at Sliaw Foundry, Willenhall. (Note also the 
use of Slip Flasks on these Moulding Machines.)

one sprayer is shared between two adjacent moulding- 
machine operators, and the reservoir requires filling 
about twice a day for a production of 1,200 or more 
half-moulds. The body of the sprayer holds 2 pints, 
and re-charging takes but a  few seconds, as the filler 
cap has a  quick-release action. Removing this cap 
also brings away the pump portion—a useful m ainte
nance feature.

* M anufactured by W. T. French à Son, Limited, Browning 
Street, Ladywood, Birm ingham , 16.

H obkirk’s New Foundry
Production began at the new non-ferrous foundry of 

J. Hobkirk Sons & Company, Limited, on M ay 18. 
This modern building, with adequate room for expan
sion, is situated at Hardwick Hill, Kempston Hardwick, 
Bedford, just over a mile from the Com pany’s main 
works in Ampthill Road, Bedford. The new foundry 
will operate only for non-ferrous castings, and that part 
of the firm’s production has been transferred to the 
new site, leaving more space for development of the 
iron foundry. Previously a saw mill, the new branch 
was purchased last November and since that time the 
premises have been completely re-equipped to meet the 
demands of a modern foundry and new washing facili
ties with shower-baths, a changing room, and toilets, 
have been provided.

A t the opening ceremony, which was attended by the 
directors and visitors, the foundry was blessed by the 
V icar of Kempston, the Rev. H. John, m .b .e ., b .a ., c .f . ,  
and, fo r good luck, the chairm an, Mr. J. T. Hobkirk, 
who recently celebrated his eighty-sixth birthday, tossed 
a silver coin into the melt.

The first cast was a  bronze plaque to commemorate 
the opening, bearing the inscrip tion:— “ This plaque 
was cast from the first metal a t the Hardwick Hill 
W orks of J. Hobkirk, Sons & Company, Limited, on 
May 18, 1953, the Coronation Y ear of H er Majesty 
Queen Elizabeth II.” The non-ferrous foundry will now 
be under the control o f Mr. J. T. W. Hobkirk, grandson 
of the chairman. Mr. W. T. Hobkirk, managing 
director, plays a  prom inent part in the work of the 
trade associations and is a member of the Joint 
Foundry Committee of the Engineering and Allied 
Employers’ N ational Federation.

Midlands Employment
Unemployment in the Midlands is now a t its lowest 

and vacant jobs are at their highest fo r three months, 
it was reported a t a meeting of the M idland Regional 
Board fo r Industry in Birmingham on M ay 19. Mr. 
W. E. Davis, M inistry of Labour Regional Controller 
said that he thought unemployment would continue on 
the downward grade, and Mr. Barry Kay, Board of 
Trade Regional Controller stated that the recent slight 
upward trend in business was being maintained.

M ajor C. R. Dibben, the chairman, said short-time 
working in the Birmingham non-ferrous metal trade 
was largely due to uncertainty about prices. Until they 
reached “ rock bottom ,” firms were not buying. The 
continuing scrap-metal shortage was affecting firms in 
the Black Country, it was stated. N on-ferrous metal 
makers, particularly those handling brass and copper 
were unable to keep employees fully employed. Birm
ingham and district were mainly affected and the num 
bers on short time increased by almost 600 during the 
last week of April. The overall rate of unemployment, 
however, had fallen to 1.3 per cent.

D r . D ie g o  I ba r r a , m anager of Equipos y Materiales, 
C.A., A partado 2424, Caracas, Venezuela, wishes to 
contact U.K. manufacturers of petrol-driven generating 
sets of 500W.-20 kw., and Diesel-driven generating 
sets of 20 kw -100 kw. The equipment should be 110 
volts, single phase, 50 or 60 cycle. Interested m anufac
turers should communicate with the company at the 
above address, a t the same time notifying the Board 
of Trade, Commercial Relations and Exports D epart
ment, Horse Guards Avenue, London, S.W.l (C.R.E./ 
15644/53), of any action taken.
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Castings and Ultrasonic Testing
B y  “ Reflector  ”

The rise in im portance o f the steel casting industry and the more stringent specifications which apply to 
the products have focused attention on the developments o f non-destructive m ethods o f testing. This 
article sum m arizes the present-day position with regard to ultrasonic testing which shows promise for

som e classes o f work.

T he application of X-ray and radiological techni
ques and magnetic m ethods have all been in use for 
several years past. F or non-destructive testing of 
castings X-ray and radiological techniques are both 
relatively slow and highly-expensive methods of 
testing, while magnetic m ethods are restricted 
largely to defects which extend to the surface. The 
need for cheaper and m ore rapid m ethods of detect
ing internal defects has stimulated work in many 
directions, no t least in the possibilities of ultrasonic 
testing.

Developed about 10 yrs. ago, the first m ajor appli
cation of ultrasonic testing was to w rought light 
alloys and the early deliveries o f testing equipm ent 
suitable for routine control in the plant were in the 
early 1940’s. U ltrasonic waves are acoustic waves 
o f frequency above the audible lim it, generated by 
the mechanical vibration of an oscillator operating 
a t the appropriate frequency. The oscillator which 
has proved m ost convenient for flaw detection is a 
quartz crystal, a slice of which, when suitably cut, 
exhibits the property of expanding and contracting 
when an alternating electric potential is applied to 
the two faces of the crystal section. If  the fre
quency of this applied potential corresponds to the 
natural vibrational frequency of the quartz crystal, 
resonance produces powerful mechanical oscillations 
of this frequency giving ultrasonic waves of con
siderable intensity. This property  of the quartz 
crystal, know n as “ piezo-electrical effect,” is re
versible so th a t it is possible to  use a similar section 
of a crystal o f quartz as a means of detecting u ltra
sonic waves. The resulting oscillatory electrical 
potential produced in the crystal can be readily 
amplified by an electronic circuit. As air is not a 
suitable medium for the transm ission of the u ltra
sonic waves in the testing of metals, it is essential 
to ensure a very good degree of contact between 
the transm itter and the metal surface to ensure that 
a reasonable proportion of the ultrasonic energy 
is forced into the metal.

Application to Testing
If  the ratio of wave-length to  crystal diam eter is 

suitably chosen, it is possible to  produce the u ltra
sonic waves as a directional beam  with an angle of 
17 to  20 deg. A t the lower boundary of the metal 
surface there is a sharp  change in the medium and 
alm ost all the energy in the ultrasonic waves is re
flected and returned towards the surface at which 
the energy was originally generated. The time in

* An account of the principles and apparatus is given by 
A. C. Rankin <Jnt., W est of Scot. Iron and Steel in stitu te , 

55 (1947-48), 69-118.

terval between the transmission and reflection of 
the wave is proportional to the distance of the re
flecting surface from the surface of transmission. 
The velocity of the ultrasonic waves is high (5,900 
m. per sec. in steel) so the time interval between the 
transmission and reflection is very small (5 x 1(>‘ 
secs, per in.).

These time intervals are measured on a catho.de- 
ray oscillograph, the life history of each ultrasonic 
pulse up to the reception of the first bottom  echo 
being observed on the fluorescent screen of a 
cathode-ray tube. W hen any defect exists in the 
metal, a reflected wave may be set up from  the de
fect and the resulting deflection pulse upon the 
screen appears at a position between the transmission 
and bottom  echo deflections. Obviously, maximum 
reflection will be brought about by a defect with 
the m ajor axis at right angles to the incident beam.* 
This fact explains the considerable success in the 
application of ultrasonic testing to wrought m ate
rials, particularly w rought light alloys and steel. In  
the testing of castings, much greater difficulties have 
been experienced. These difficulties arise mainly 
from two causes : (a) surface character and condi
tions and (b) physical constitution of castings, e.g., 
crystal structure, porosity and type of defect.

Difficulties with Castings
The difficulties encountered in forcing the ultra

sonic energy into metal have already been 
mentioned, these difficulties lead to the necessity 
for a machined surface, firm pressure of the surface 
o f the transm itter on to the metal surface and the 
use of a film of machine-oil. These conditions 
are very difficult to satisfy in the testing of castings 
of which the original surface shows varying degrees 
of roughness and frequently has a definite contour. 
Interest has been aroused recently by reports o f the 
possibility o f using a pad of nylon im pregnated with 
rubber as a means of ensuring the transmission of 
ultrasonic energy into a com ponent with rough 
and non-planar surfaces. I t has been reported that 
the device has yielded interesting results on small- 
diameter metal bars and even in the testing of 
silicon-carbide grinding wheels.

Differences in the physical constitution of wrought 
and cast steels also cause considerable difficulties 
in testing, even if the surface conditions are satis
factory. Fine porosity and the general openness 
of cast m aterial lead to high absorption o f energy 
and to problems in interpreting results obtained. 
In this connection, it has been suggested that an 
alteration in the frequency of the vibrations em
ployed in the crystals may be of considerable
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assistance. A reduction from  the standard 2 mega
cycles per sec. down to 0.5 megacycles per sec. 
or even less has been proposed.

Variations in the wave-length have also a bearing 
on the effective use of ultrasonic testing in steel 
castings. There is a conflict of interests at this 
point. T he shorter the wave-length in com parison 
to the diam eter o f the transm itter the m ore nearly 
parallel does the beam become, but the shorter 
the wave-length the greater are the effects of m inute 
porosity and probably even of variations in crystal 
size. M ethods of changing the wave-length include 
changing the size and thickness of crystals and in 
the em ploym ent o f alternative piezo-electric 
materials, such as barium  titanate in place of quartz. 
It has been claimed that by the selection of a suit
able wave-length, cracks and other m inute flaws may 
be detected in the presence of porosity even when 
the size ratio is only 4 to 1.

Apparatus
Other problem s in the application o f ultrasonic 

testing are concerned with the type and num ber of 
transm itters and receivers. In the original pattern 
of the standard equipm ent two probes (one trans
mitting and one receiving) were fitted but o f recent 
years there has been a greater dem and fo r single
probe instrum ents. T he use of the single probe 
has the advantage of causing less fatigue to  the 
operator and also o f simplifying the testing of 

.com plex shapes. On the other hand the single 
probe is limited in the detection o f certain types 
of defects. Long thin cracks, lying a t an angle to 
the incident beam, may cause the reflected beam 
to be thrown completely out o f range o f the 
receiver. One development has been the use of a 
com posite probe with a central transm itting crystal 
flanked by two receiving crystals; this it is claimed 
gives a better basis for com parison.

A nother urgent problem  is the “ dead zone.” It 
has not proved possible to detect flaws in the metal 
in the imm ediate vicinity of the transm itting and 
receiving crystals. The thickness o f this dead zone 
may be as much as J  in. in certain cases. This 
inability to detect flaws lying within the first }  in. 
of surface m etal represents a serious disadvantage 
of the method, the single-probe technique being 
worst in this respect. A  technique has been devised 
using two probes m ounted on triangular prisms or 
wedges so that ultrasonic waves are directed a t an 
angle into the metal. F or the com plete investiga
tion of metal near the surface of the casting, a 
whole series of probes would be required, bu t it 
is claimed that by the two angle probes the thick
ness of the dead zone may be reduced to  A  in.

Finally, while such factors as capital cost, running 
cost and range of thickness to be tested all point 
in favour of ultrasonic testing as com pared with 
X-ray or radiological testing, there are still great 
difficulties in drawing proper inferences from  the 
results. Highly-skilled operators w ith considerable 
experience in the work are essential but even under 
these conditions interpretation is no t an easy 
matter.

Robert Warner Fellowship
The W orshipful Company of Founders administers 

the trust fund left by their form er Master, the late 
Robert W arner, for providing a  fellowship to foster 
research applied to foundry practice. The first award 
has been made to Mr. John Henry Gittus, b .s c ., a  
member of the research staff of the British Cast Iron 
Research Association. The holder will continue with 
his present work and carry out the fellowship p ro 
gramme on a  part-time basis, on the related subjects 
of mould erosion by the molten metal and the effect 
of mould conditions on the surface finish of the 
casting. The work will be supervised by the Asso
ciation’s research manager, Mr. H. M orrogh.

Conditions of Award
In interpreting the above bequest, the Company has 

wide and absolute discretion and for this award it 
does not desire to stipulate the age, previous training 
or qualifications of candidates, or where the research 
should be conducted. Indeed, the work need not 
necessarily be regarded as a full-time occupation and 
may cover the whole field of appropriate research and 
its application, provided it has specific relation to 
foundry practice. Candidates, however, m ust be 
natural-born British subjects of British parents.

In view of this, the Company consider it undesirable 
to indicate the funds which would be available, but in 
no circumstances is it likely that the am ount available 
fo r a period equivalent to a year would exceed £600. 
T he Company also has a scheme for the award of 
Fellowships which are prim arily intended to give 
facilities for advanced education to men who have 
already completed their norm al course of training. 
The Company believes tha t these two types of award 
serve different purposes and consequently in no cir
cumstances can the two awards be held at the same 
time, although the possibility of one candidate holding 
both awards a t different times is not excluded.

The Company will require to be satisfied that the 
proposed subject for research is likely to prove suffi
ciently valuable to the industry; that the facilities 
available to the individual are adequate; that the char
acter of the applicant is satisfactory; that the capacity 
and ability of the applicant are adequate to deal with 
the work proposed; and that sufficient supervision of 
its progress can be provided. It is a condition of the 
award that periodical reports of progress shall be 
furnished to the M aster of the Company, and that the 
successful candidate shall be prepared to report this 
progress personally during his period if required by the 
Com pany so to do; tha t any equipm ent which may be 
bought for the holder of a FellowshiD shall remain 
the property of the Company; and that after com
pletion of the period a  full report shall be prepared, 
the copyright of which will vest in the Company, 
which shall, w ithout payment to the Fellow, have 
power to make the results obtained available to the 
foundry industry as it may deem advisable.

A  n e w  e l e c t r i c  c h a i n  h o i s t  is now  being marketed 
in this country by Aabacas Engineering Company, 
Limited, Birkenhead. It has been introduced in order 
to meet the demand for a  light-weight, low-priced hoist 
fo r smaller loads than those covered by their range of 
wire-rope hoists. Named the “ Bantam-Demag,” the 
equipm ent caters for loads o f 2{, 5 or 10 cwts. and lift
ing speeds of 32 or 16 ft. per min. The m otor can be 
wound to give both fast and slow speeds of 32 and 
8 ft. per min. or 16 and 4 ft. per min. respectively.
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Foundry “  Brains Trust ” *
Question Master, F . K .  Neath

M r . A n d er so n  introduced the members of the 
“ Brains T rust,” Mr. F. K. N eath as question- 
m aster, with the panel composed of Mr. Simpson, 
Mr. Kershaw, Mr. Johnson, and himself. Questions 
subm itted were then dealt with seriatim.

Moulding Problems
Could the “ Brains Trust ” give a suitable moulding  

m ethod fo r  producing a flat plate 6 ft. by 3 ft. 
by |  in. thick, -which should be free from  scabs, 
etc.?

M r . A n d e r so n  said he would use a sand giving 
not above 4 lb. per sq. in. in the com pression test. 
H e would run the job uphill, not on the level, placing 
the runner at the bottom  and a riser and vent on the 
top. H e advised the questioner to lift the m ould up 
on the riser end a t least 2  in. to get a casting free 
from  scabs; in this way the turbulence of the metal 
was not in contact with the top part (or cope) all 
the time.

M r . N eath  agreed w ith  M r. A n derson .
M r . S im pso n  added  that i f  o n e  cast o n  th e  angle  

or up hill, a reason ab le  head  pressure o n  the runner  
b o x  co u ld  be obtained .

M r . K e r sh a w  advised fairly quick running. With 
regard to casting uphill, he thought m ore would be 
understood about the necessity for that when the 
film on m ethods of gating was presented. In this film 
were shown different types of gating. W ith a fiat 
casting made level, m etal entered at the ingate and 
immediately ran to the fa r side of the m ould. W hen 
casting uphill, the m etal rose steadily.

M r . Jo h n so n  said that 4 |  per cent, wood-fiour 
in the sand might be helpful if difficulty was encoun
tered from  scabbing. Usually, in casting flat plates, 
the underside of the m ould was exposed to the rising 
m etal and the skin of the m ould was destroyed before 
the m etal cam e up into contact with it to give sup
port. H e thought this knowledge was the secret of 
successful avoidance of scabbing.

In  ram m ing a box by sartdslinging, what was the 
cause o f open cracks form ing on the m ould  
surface when the pattern  way drawn?

M r . A n d e r so n  said this was a vexing occurrence, 
but he believed he had isolated the cause. H e thought 
the defect resulted from  the hard ramm ing; that is, 
the force with which the sand entered the m ould
ing box, but sometimes it was due to the way in 
which the box was ramm ed. One could ram  from 
the outside into the centre.

M r . K er sh a w  asked if uneven ramm ing left a 
weak spot for a crack to commence. Presumably the 
crack started because of movem ent initially. He 
had not particularly studied the m atter, but his firm

* Report of a m eeting of the W est R iding of Yorkshire 
branch of the Institu te  of British  Foundrymen. In recording 
this account, questions and answers have been arbitrarily  
grouped roughly according to subject.

ram m ed facing sand against the pattern first, until it 
reached the box bars.

M r . A n der so n  stated that facing sand was con
solidated before ramm ing, and the box was then filled 
up with the im pellor ram m er. H e found, especially 
in the bottoin, that he had to lim it ram m ing to be
tween the bars, for the bars were arranged in both 
directions; one was forced to miss them, and ram 
ming moved the sand from  between one bar to an
other.

M r . N eath reminded m em bers that discussion 
was “ open,” and if anyone in the body of the hall 
would like to contribute, they would be welcomed.

M r . A therton  suggested tha t the sand was pro
bably coming from  the im pellor unevenly; in some 
cases the cup was getting too much work, and the 
flow was uneven; also it m ight be that the ram m ing 
head was kept in one place too long. If the head 
moved more quickly over the box, a more even flow 
of sand and better density would be obtained.

A m e m b e r  said he had noticed the same trouble 
when patterns were ram m ed on a jolting machine.

M r . A n d e r so n  stated that similar trouble could 
also occur with a heavy pattern that was no t located 
in the centre o f the patternplate. I t was caused by 
uneven weight on the jolting pistons a t each side, one 
acting m ore freely than the other, which moved 
the sand over to the other side. Some of his more- 
experienced operators worked with their hands in the 
sand, so preventing it from  moving away. On a 
deep job, the bottom  surface got very hard, and they 
then used their hands to  limit the jolting impact.

In  the case o f  “ rat-tails ” and “ scabs,” which  way 
the better c u r e : to increase the clay content 
or the grain-size o f the m oulding sand?

M r . A n d e r so n  replied that m uch depended on 
which p art of the casting was affected. Assuming 
it was the top part, m ould hardness could have an 
effect on the cause of “ rat-tails ” but he advised in 
the first place an increase in the grain size of the 
sand.

M r . Jo h n so n  said he had had some experience 
of this subject. U nder identical conditions, using a 
synthetic sand, when a change had been m ade from  
one m etal to  another, “ rat-tailing ” becam e more 
prevalent, and going back to  a low-strength sand 
had increased it. He had been told that spread of 
grain size was very im portant, ra ther m ore so than 
having a core-sand of uniform  grain size.

M r . K er sh a w  thought that having a sand of 
high dry-strength prevented much “ rat-tailing.” 
Increasing the grain size of the sand, and thereby 
reducing the hardness of ramm ing, helped a great 
deal in reducing the defect.

M r. Jo h n so n  thought “ rat-tailing ” was an  ex
pansion defect, caused by a  bubble on  the mould
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surface. W ood-flour additions could also be very 
helpful in overcoming the difficulty.

Metallurgical Matters

W hat were the advantages o f the basic cupola?
M r. Jo h n so n  stated, in reply, that there were two 

advantages. I t was possible to get sulphur contents 
m uch lower than are norm ally obtained from  an 
acid cupola; from  0.02 to 0.04 was quite a norm al 
proposition. Usually, when melting in a basic 
cupola, a much higher carbon pick-up was obtained.

He also pointed out some disadvantages, the main 
one being the very heavy lining burn-out which was 
experienced, particularly of the patching material, 
apparently due to its lack of adhesion to the body 
of the lining. F or tha t reason, water-cooling in con
junction with basic lining sounded as though it had 
valuable possibilities. Basic lining m aterial was 
much m ore costly than acid materials. A nother dis
advantage was that one got a high silicon loss in 
melting— higher than with acid practice—at its 
maxim um  one might get 50 per cent. loss. With a 
high-siiicon pig-iron, one could get about 25 per 
cent, loss, but even that was much higher than nor
mal for an acid-lined cupola.

W hat was M eehanite iron? W hat was its approxi
mate analysis, physical properties, and how  
was it melted?

M r. J oh n so n  rem arked that the q u estion er  
seem ed  to  th ink  that it w as so m e new  m eta l, but 
it w a s a range o f  irons p rodu ced  by in o cu la tio n  
under co n tro lled  co n d itio n s to  g ive  sp ec ific  struc
tures.

M r . K e r sh a w  stated that fo r its production 
m inute control o f the foundry operations were 
essential, particularly with regard to gating and 
feeding.

In  chilling cast iron, what thickness o f  exterior or 
m etal chill w ould give a chill depth o f  ~h to 
&  in. in a casting, and what factors governed  
chilling in general?

M r. K er sh a w  said the reply depended on what 
was the condition of the paren t iron. The main 
factor governing chilling was the silicon content 
o f the iron. C arbon and sulphur or the su lphur: 
manganese ratio, and also the casting tem perature, 
affected it.

M r . S im pso n  stated that the thicker the exterior 
m etal chill used the greater would be the depth of 
chill obtained in the casting. If  a chill was placed 
on a 3-in. section, little chilling would result. As 
the depth or size of the chill was increased, so was 
the density of the metal.

M r . A n d e r so n  claimed that the chill depth ob
tained in the casting was governed by the thick
ness of exterior chill in proportion  to the casting 
itself. It should be large enough to absorb suffi
cient heat.

W hy was the sulphur content o f cast iron so critical 
in centrifugal casting, and what did the “ Brains 
T ru s t” consider a safe m axim um ?

M r. Jo h n so n  considered it would be very un
wise to  increase sulphur above 0.09 per cent., which 
was a  recom m ended m axim um . F rom  an ordinary 
cupola, the lower the sulphur obtained the better, 
and it was an advantage to have a proper su lp h u r: 
manganese ratio.

On being requested to give som e inform ation on 
the de-sulphurizing process, Mr. Johnson con
tinued by saying the usual m ethod was to carry out 
the operation in the ladle. A  disadvantage was 
that metal always lost tem perature. Fortunately 
with centrifugal casting a high pouring tem perature 
was not necessary, but, o f course, a suitable ladle 
lining was essential.

Core-making
In m aking a large pattern and corebox, should one 

m ake the corebox according to blueprint, or 
incorporate allowances fo r  core expansion  
during drying?

M r . S im pso n  replied that he had found it 
very difficult to  determ ine which was the best 
method. H e had m ade a pattern  in depth to  con
traction rule, and the corebox to  standard  rule, 
and got a satisfactory casting. In the same way, at 
the present time, if the job had come from  the 
jolting machine unsatisfactorily ram m ed, sagging 
occurred when drying. W ith regard to  heavy work, 
he suggested tha t the pattern should be m ade to  
contraction rule and the coreboxes to  standard 
rule, which m eant an increase of \  in. on a 20-ft. 
job. In some foundries, if metal thickness was not 
satisfactory, cores were shaved to get a bigger 
safety allowance.

M r . A n d e r so n  said he had noticed frequently 
tha t a m an got out his file before he cored-up the 
mould, and rubbed the core down; he thought 
m oulders preferred a slightly oversize core for 
this purpose.

M r. S im pso n  stated that his firm banned the use 
of rubbing on cores, as it caused considerable 
flash, and m ore trouble later on if the castings 
had to go into a jig for machining. Unless costly 
metal patterns were provided, he did not think 
one could obtain really precision moulding, and 
w ithout precision m oulding the fit o f cores would 
always be a problem .

M r . K er sh a w  said that assuming one had a 
reasonable sand, the degree of accuracy depended 
much on the individual core-maker. H e could vary 
his ramm ing, and also the rapping of the corebox, 
e.g., quite a num ber of cores in his foundry had 
been found to  be about i  in. short in height, and 
tha t had been solely due to  rapping causing a gap 
between the sand and the corebox before stripping.

M r . Jo h n so n  explained that, where there were 
exceptionally im portant thicknesses to  be m ain
tained, it was the practice to  gauge the cores to  
ensure they were of the correct dimensions before 
they were put into the mould. There were instances 
of cores expanding considerably when the m etal 
was cast around  them, particularly  cylinder-head
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cores. If  the m etal tem perature was too high, the 
core expanded to  such an extent that it penetrated 
the casting wall, and the result looked like a short- 
run casting. A bout 1,430 deg. C. was a satisfac
tory tem perature, but abou t 1,480 deg. C. caused 
trouble.
Could the “ Brains T ru s t"  give (1) a substitute for  

manure in the m anufacture o f loam barrel 
cores fo r  pipes; and  (2) a m ixture fo r  cement- 
sand moulding?

M r . A n d e r so n  considered that a substitute for 
m anure would be very finely chopped hay or straw; 
it could be obtained from  fodder m erchants.

M r . M a xfield  said he had had occasion to use 
such a substitute which consisted of chopped straw, 
bentonite and wood-flour. Two parts o f wood- 
flour and three of chopped straw were mixed with 
water, and 3-j- parts of bentonite were added slowly 
while stirring.

M r . M ilnes  said that Mr. G. L. H ancock of 
David Brown Foundries Com pany had written a 
paper “ Cem ent-sand M ould ing” where percent
ages were quoted. The m oisture content recom 
mended was only about 5 per cent. The cement 
when set was just strong enough to contain the 
metal, and the mould could be broken down by 
giving it a quick blow. M oulds were air-dried— a 
process taking three days.
W hat were the advantages o f synthetic resins for  

core-binding ?
M r . K er sh a w  stated that resins were certainly 

cheaper than the m ore conventional core oils. Resin 
binders com monly in use were either phenol- 
form aldehyde (P.F.) or urea-form aldehyde (U.F.). 
U .F . cores had the advantage o f com ing o u t very 
easily a t the knock-out as com pared with oil-bonded 
cores. U .F. cores could be m ore or less poured 
out of the casting. T here was also saving in the 
baking tim e with U .F . cores, the resin-bonded 
variety baking in abou t half the time o f  oil-bonded 
sand. One stated disadvantage o f the quicker 
breakdown of U .F . cores was the risk of collapse 
during the solidification of the metal around them. 
However, he had m ade castings of up to  2 \  tons 
weight with U .F. cores and there had been no 
prem ature break-down, and he did no t think there 
was a great deal to fear from  this possibility.

M r . Jo h n so n  disagreed with M r. K ershaw  when 
he said that the resin sand was m uch cheaper over
all. H e had never yet used a core-sand which was 
cheaper than a corresponding oil-bonded sand. H e 
had only used resin-bonded sand because of its 
other merits.

M r . K e r sh a w , with regard to  the econom ic side, 
was not certain whether his firm had been using 
too  much oil previously. U .F . binders were much 
cheaper than P.F., though he agreed with Mr. 
Johnson that synthetic resins were more difficult 
to  w ork on some jobs. Core-oils had a lubricating 
action, whereas the resins were adhesive and stuck 
to  coreboxes, and also dissolved the pattern 
varnish.

M r . N eath  sa id  his firm  h ad  been  using P.F. 
resins fo r  tw o  years, and w o u ld  n o t go  back to

oil-sand. The chief trouble with using cores of 
this type on core-blowers was the stickiness. W hen 
w ater was added to the m ixture to improve the flow 
of the core-sand, a lubricant also had to be added 
to  prevent stickiness in coreboxes. Paraffin oil was 
very good as a parting m edium , bu t if the m oisture 
rose much above 2 per cent, coreboxes were diffi
cult to work, even though there was a recom 
mended parting medium used. Just recently, how 
ever, he had had introduced another liquid type 
of phenol resin, and with that the m oisture could 
rise to  4 per cent., and resin drop to  1 per cent, 
or less, which represented quite a saving. The 
cores from  this m ixture were just as hard  as 
linseed-oil cores.

On being asked if the stickiness was due to  the 
varnish dissolving from  the coreboxes, and w hat 
thinners were used, M r . K er sh a w  replied that 
m any foundries used shellac varnish on the core
boxes which contained a certain am ount o f alcohol. 
The stickiness was due in some respects to  the resin 
dissolving the protective varnish from  the core- 
box.

M r . C o llin so n  com mented tha t the trouble of 
the solubility o f the varnish could be overcome by 
using cellulose paint or varnish.

M r . K e r sh a w  said his firm had found a m aterial 
by which the trouble could be overcome, but it was 
itself a plastic and hard  to  apply. H e had tried a 
cellulose coating and it had peeled off.

M r . H am m ond  asked if it was the practice to 
spray the resin cores in the “ green ” state before 
baking.

M r . K er sh a w  replied that spraying a resin core 
with water might increase surface hardness, due to 
the resin migrating towards the surface.

General Matters
D id members o f the team consider that it was 

better to fence or guard machinery, as required  
in this country, or would it prove more advan
tageous i f  m en  were trained to be more cautious 
and safety-conscious?

M r . K er sh a w  thought that the only safe way 
was to fence machinery.

M r . A n d e r so n  said that the average foundry- 
men did not think o f their own safety. They were 
given goggles when engaged on pouring of 
metal and in many cases they would wear them, 
but pushed up on their foreheads, so that they 
could see better!

M r . S im pso n  thoueht that all machines should 
be properly guarded for the type of w ork that was 
being done. M uch depended on the individual, as 
to how much commonsense he used, and if he 
watched w hat he was doing. Tt was not always 
practicable to have a guard in position, but always 
proper care should be taken to  ensure safety.

M r . H am m ond  thought that the experience of 
others in the question of accident prevention should 
be made m ore public. F o r instance, he had noticed 
in several foundries certain provisions being made 
to prevent accidents, whilst elsewhere similar p ro 
vision had not been made, simply because they 
were no t aw are of accidents which had happened
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with tha t type of plant. Full publicity should be- 
given through the Factory Inspectors to inform  
foundries of accidents which have occurred else
where.

M r . N e a t h  mentioned the m onthly bulletin of 
the Industrial Accident Prevention Society, which 
dealt with accidents that had happened. One part 
dealt with foundry conditions exclusively.

M r . A therton  considered tha t good-housekeep- 
ing was the m ajor problem ; approxim ately 62 per 
cent, o f accidents were caused by people falling off 
ladders or staging, over shovel handles, etc. Only 
about 9 per cent, were caused by guards being left 
off machines, or accidents of the type which in
volved inefficient guards.

M r . S u n d er la n d  agreed with M r. Simpson that 
no am ount of training would w ork as well as care. 
H e was astonished how much m achinery in the 
foundry was passed by the Factory  Inspector, which 
if it were in the engineering industry would have 
to  be guarded.
W hat were the advantages o f patternm aking by 

pressure-casting o f plates?
M r . Jo h n so n  recalled that these had been de

scribed in the F o u n d r y  T rade  J o u r n a l* after a 
productivity team ’s visit to  the U.S. H e believed 
the casting was done under air-pressure.

M r. S im pso n  stated  that the m eth o d  h ad  great 
p o ssib ilities in v iew  o f  the fa c t that w h en  m aking  
a lum in ium  patterns o n e  w a s lia b le  to  get shrink
age, and w ith  the pressure-cast system  o n e  g o t a  
truer shape than by the ord inary m eth od .
I t was said that foundrym en could not count— 

either they gave less than the num ber required, 
or more, but never the correct num ber— why 
was this?

M r . A n d e r so n  stated that m oulders on a profit
able piece-rate preferred to  make one or two over. 
On the other hand, if the job was difficult to m ould, 
they would soon say th a t the order was complete. 
If  an order was for 12, and the m anagem ent asked 
for 14 to  be m ade, it depended if there was any 
scrap whether 14 or, say, 10 were delivered.

M r . K er sh a w  queried  as a contra  charge as to  
w h eth er engineers co u ld  ca lcu la te  w e ig h t from  
draw ings.

Splitting Plates
W hat did the "B ra ins T ru s t"  consider the best 

grade o f coal-dust to use for medium-class 
w ork  (from  1 to  6 cwt.)? W hat was the cause 
o f splitting plates (o f cast iron) m elting during  
the pouring period o f  mould?

W ith regard to  the coa l du st (fo r  1- to  6-cw t  
castings), M r . A n d e r s o n  advised  a  co arse  grain  
m ateria l, an d  9 per cen t, add ition  to  the sand  
m ixture.

M r . K e r sh a w  recommended the m inim um  grade 
possible, a finer grade would give a sm oother finish 
on the casting.

A n sw er in g  the seco n d  part o f  th e  q u estion , M r .
* J o u r n a l , J u l y  31, 1952.

A n d e r so n  said he had had some experience o f this 
type o f work, but sometimes splitting plates and 
sometimes splitting “ tins ” were used in making, 
for example, a small toothed wheel about 2 in. dia. 
The tins were heated and bent to the required shape, 
and, prior to use, were heated and dipped into 
boiling tar. being self-drying in two or three 
minutes. T he com posite castings were first m a
chined and then could just be dropped and they 
would split open. On this job there was a wall 
thickness of metal on either side the “ tin ” of 
about T in. The job  had a boss on with flanges; all 
these were machined before splitting.

Asked by a M em ber  if he had much trouble with 
the heating of the tins, and if the thin plates did 
not m elt on, M r . A n d e r so n  replied in the negative.

M r . Jo h n so n  said w here the splitting plates were 
tin-coated steel, the iron cast round had a m uch 
lower tem perature than their m elting point. M elt
ing might be due to the carbon in the cast iron 
diffusing into the steel.

M r . H am m ond  reminded m embers that the ques
tioner was referring to difficulties with the use of 
cast-iron splitting plates. T hey  w ere used fo r split
ting the boss and also the rims o f heavy-section 
wheel blanks. These blanks would be of anything 
up to 8 in. o r 9 in. thickness o f m etal, and the 
splitting plates in use were m ost likely made of 
the same type of iron as the casting they w ere to 
be used for. T heir simplest application w as to  
enable the casting to be split, for re-bolting together 
afterwards, and thickness plates o r shims would 
be included within the boss or rim  o f the actual 
casting when pouring. W hat would be of assist
ance would be any suggestion fo r coating metals 
o f that natu re  to  w ithstand the heat o f pouring and 
to  prevent them sticking to and m ating with the 
casting. The use o f  such splitting plates was quite 
a com m on practice in the gear-founding industry, 
and he himself on  occasions had had the sort of 
trouble described. Sometimes, he had included 
about 0 .4  or 0.5 per cent, chrom ium  in the iron 
com position fo r the splitting plates, in o rder to give 
extra resistance to fusion. I t was rather a specialist 
question, directed to  founders w ho w ere m aking a 
particular class o f work.

M r . K er sh a w  said tha t where possible a  stream 
of metal impinging on the plates should be avoided.

M r . H am m ond  added tha t ano ther case was 
where cast-iron chills or chaplets were used for 
supporting cores and sim ilar trouble could be 
caused if these insertions melted before the casting 
had solidified. H elp was required on means of 
increasing the resistance o f the chill or chaplet to 
melting before the casting was finally solid.

A t the conclusion of the evening, M r. C o llin so n  
proposed a  vote of thanks, which was seconded by 
Mr. S u n d e r l a n d . M r. N eath replied suitably for 
the “ Brains T ru s t”

Mr. A n d e r s o n , at the beginning of the meeting, 
had presented a D iplom a to  Mr. S. L. F inch for his 
paper entitled “ Process P lanning in the Steel- 
founding Industry,” and M r. F inch  replied suitably.
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Iron and Steel Board
Chairman : S ir  Archibald Forbes

Eleven members have been appointed to the Iron and 
Steel Board in accordance with the provisions o£ the 
Iron and Steel Act, 1953. The three full-time members 
are Sir Archibald Forbes, who will act as independent 
chairman. Sir Lincoln Evans, vice-chairman, and Mr. 
Robert Shone. This announcement was made in the 
House of Commons by the Minister of Supply, Mr. 
Duncan Sandys, on Thursday of last week. • The Act 
prescribes that the Board shall be composed of not less 
than 10 and not more than 15 members.

Since it would not be appropriate for a whole-time 
member of the Board to hold any other appointment con
nected with the iron and steel industry, stated the Minis
ter, Sir Lincoln Evans had arranged to resign his appoint
ment as general secretary of the Iron and Steel Trades 
Confederation. Likewise, Mr. Robert Shone’s appoint
ment as director of the British Iron and Steel Federation 
had been terminated.

Full-time Members
S i r  A r c h i b a l d  F o r b e s  was chairman of the Iron and 

Steel Board set up in 1946 (before the industry was 
nationalized), and terminated in March, 1949. Chair
man of Spillers, Limited, he has a distinguished record 
of public service. He was president of the Federation 
of British Industries from 1951-53, and is a member of 
the Board of the Finance Corporation for Industry, 
Limited. He was knighted in 1943.

Sir Lincoln Evans has been general secretary of the 
Iron and Steel Trades Confederation since 1946. He 
was also a member of the pre-nationalization Iron and 
Steel Board from 1946 to 1948. Sir Lincoln’s service 
to industry is well known. He is a member of the 
Economic Planning Board, and at the end of 1952 agreed 
to serve as deputy chairman of the British Productivity 
Council.

M r . R o b e r t  S h o n e , c .b .e ., will end an association of 
about 18 years with B.I.S.F., whose statistics and eco
nomics department he joined in 1936. During part of 
the war period he was general director in charge of 
prices, costs, and statistics for the Iron and Steel Con
trol. In 1946, he was appointed secretary of the B.I.S.F., 
combining his appointment with the directorship of 
economic work of the Federation. He was appointed 
the Federation’s director in 1950.

Part-time Members
The eight part-time members of the Board arc: —
S i r  A n d r e w  M cC a n c e , joint managing director of 

Colvilles, Limited. He is chairman of the raw materials 
co-ordinating committee of the B.I.S.F., and was last 
years president of the Iron and Steel Institute.

Mr. N e v i l l e  R o l l a s o n , managing director of lohn 
Summers & Sons, Limited, who is chairman of the 
advisory committee on development for B.I.S.F. He is 
chairman of the Shelton Iron. Steel & Coal Company, 
Limited, and a director of United Steel Companies.

M r . I a m e s  O w e n , general secretary of the National 
Union of Blastfurnacemen, and a member of the 
general council of the Trades Union Congress.

M r . I a m e s  S h a w , chairman and managing director of 
Allied Ironfoundcrs, Limited, who is also chairman and 
managing director of the British Bath Company, 
Limited, and chairman of the Planet Foundry Com
pany, Limited.

M r . C h a r l e s  C o n n e l l , president of the Shipbuild
ing Conference, who is vice-president of the British 
Employers’ Confederation.

S ir  C h a r l e s  P e r c y  L i s t e r , c h a i r m a n  o f  R .  A .  L i s t e r

& Company, Limited, agricultural and general engineers 
and ironfounders, of Dursley (Glos.), who is a director 
of several companies, including Broom & Wade, 
Limited, and Harrisons Lister Engineering, Limited. 
He is also chairman of Blackstone&Company, Limited, 
Diesel engine manufacturers, of Stamford.

M r . G e o r g e  B e i i a r r e l l , managing director of the 
Dunlop Rubber Company, who is past-presidcnt of the 
Society of Motor Manufacturers and Traders.

Mr. W. B. Beard, general secretary of the Pattern 
Makers’ Association and a member of the T.U.C. 
general council, who was nominated in the list pub
lished last Thursday, has since withdrawn his accept
ance. The Minister of Supply announced on Saturday 
that another member of the T.U.C. council, Mr. 
Andrew Naesmith, general secretary of the Amalga
mated Weavers’ union, has been appointed in his place.

Realization Agency
After the Minister's announcement last Thursday, 

Mr. George Strauss asked what would be the 
appointed day and when the Holding and Realization 
Agencies would be appointed or the names announced. 
Were the full-time members really going to be full-time 
members, he asked, or, in view of the last amendment 
made to the Bill, would they be able to take on highly- 
paid jobs in private industry as well.

Mr. Sandys said that the members were well aware 
of the terms of the Act and knew their responsibilities 
and powers. He had gone out of his way to impress 
upon them the importance which Parliament attached 
to the responsibilities entrusted to them. The Realiza
tion Agency was a matter for the Chancellor of the 
Exchequer and the names would be announced shortly. 
He could not name the appointed day because before 
fixing it he thought it right to consult the chairmen of 
the Board and the Agency.

Mr. Strauss said that the Opposition suspected that 
the full-time members might be able to take respon
sible jobs outside the board, upon which Mr. Sandys 
assured him that he would not consider the appoint
ment of anyone as a whole-time member of this im
portant body unless he were quite sure that they would 
make their duties on the Board the first call on their 
time and that in no circumstances whatever would any 
appointment which they took on outside in any way 
encroach upon the time necessary for them to dis
charge adequately their duties on the Board. In decid
ing what, it any, additional appointments it would be 
appropriate for a whole-time member to retain, he 
should, as far as possible, be closely guided by the 
precedent provided by Mr. Strauss and his predecessor,

Replying to Mr. Holt (Bolton, West, L.), Mr. Sandys 
said that he had appointed a larger proportion of con
sumers’ reoresentatives than was asked for in the first 
place by the consumers’ council.

Iron and Steel Act, 1953
The Iron and Steel Board. At a meeting in London, 

on May 21, the Council of Ironfoundry Associations 
heard with great satisfaction of the appointment of Mr. 
James Shaw, chairman and managing director of 
Allied Ironfounders Limited, as a representative of the 
ironfounding industry on the new Iron and Steel Board. 
Mr. Shaw's impartiality, long practical experience as 
a foundryman, and eminence in the industry, alike com
mand the confidence of ironfounders everywhere. By 
appointing Mr. Shaw, the Minister has fulfilled the 
understanding previously reached that an industrialist 
with ironfounding experience should have a place on 
the Board when it was set up.
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Parliamentary
Iron and Steel Prices Order Schedules

Copies of deposited schedules to the Iron and Steel 
Prices Order, 1951, were available for inspection 
at the offices of the Ministry of Supply, the Iron and 
Steel Corporation of Great Britain, and the British Iron 
and Steel Federation in London, and at the offices of 
the Ministry of Supply in Newcastle, Sheffield, Leeds, 
Birmingham, Manchester, and Glasgow and at the 
Ministry of Commerce in Belfast, stated M r . D u n c a n  
S a n d y s , Minister of Supply, in reply to a question from 
M r . S. S w i n g l e r  (Newcastle-under-Lyme, Lab.). Other 
steps taken to bring the schedules to the notice of per
sons likely to be affected by them included the issue of 
notices to the Press, the publication of price lists in 
trade journals, and the issue of copies of the full 
schedules to trade associations and of many thousands 
of copies of abbreviated schedules to both buyers and 
sellers of steel.

Prosecutions for contraventions of the Iron and Steel 
Prices Order, 1951, were initiated against 111 persons 
by his Department up to May 1, 1953. There had been 
77 convictions and 13 persons were acquitted. Twenty- 
one cases had still to be heard.

Atmospheric Pollution
The problems of fluorine would be one of the 

items covered in the investigations being under
taken by the Minister of Housing and Local Govern
ment into air pollution, as particularly applied to 
industrial areas, said the Parliamentary Secretary to the 
Ministry of Health, Miss P a t r i c ia  H o r n s b y - S m i t h , in 
reply to a question from D r . B a r n e t t  S t r o s s  (Stoke- 
on-Trent, Lab.).

With regard to the question of fluorine in water 
supplies, pending the report of the British mission to 
North America which was inquiring into this prob
lem. to be published at the end of the month, she 
would add nothing further yet.

Pneumoconiosis Clinics
There were 590 chest clinics in the National Health 

Service on December 31, 1952, in addition to
the ordinary hospital out-patients’ clinics, at any 
of which patients could obtain the recognized palliative 
and symptomatic treatment for pneumoconiosis, the 
Minister of Health, M r . I a in  M a c l e o d , told D r . B. 
S t r o s s  (Stoke-on-Trent, Lab.).

He understood that one particular form of therapy— 
the inhalation of aluminium powder—was being in
vestigated by the Medical Research Council, but that 
results were not yet available. He had no intention 
of discontinuing or reducing the clinic service.
Quarterly Sulphur Returns

Sir Arthur Salter, Minister of Materials, told M r. 
M. L i n d s a y  (Solihull, C.) that he would still 
require British manufacturers to furnish him with par
ticulars as to quantities of sulphur used. The informa
tion required had been reduced to the minimum and 
it had been found possible to dispense with returns 
from some 1,200 small users. Simplified quarterly 
returns were still necessary from importers and from 
firms using sulphur in bulk, particularly in view of the 
continuance of the United States’ control of exports.

T h e  H o u s e  o f  C o m m o n s  has approved the Town 
and Country Planning (Minerals) Regulations, 1953, 
and the Town and Country Planning (Minerals) (Scot
land) Regulations, 1953, which make a few small 
amendments to the existing regulations dealing with 
planning control over quarrying and other work.

Careers in Fan Engineering
N ational College Formed

The need for trained technicians in fan engineering 
is urgent. Young men skilled in this branch of indus
try are scarce. At one time this could be attributed to 
a lack of facilities for the technological education re
quired. But to-day the necessary facilities exist.

The National College for Heating, Ventilating, 
Refrigeration and Fan Engineering was formed for this 
purpose in 1948 and established at the Borough 
Polytechnic in London.

The purpose of the National College is to remedy 
the previous lack of opportunities for higher techno
logical training in its specialized fields. Its aim is 
“ . . .  to ensure a steady flow of properly trained 
engineers, skilled in their profession, able to appreciate 
modern scientific advances having a bearing on their 
work and capable of exploiting them to the advantage 
of these industries.” The college provides for full-time 
diploma courses in the subjects with which it is con
cerned, associateship courses, and post-graduate re
search courses.

More State Aid Needed for Research
An appeal for greater Government expenditure on 

long-range scientific research in the interests of 
industrial progress was made at the annual conference 
of the Institution of Professional Civil Servants by the 
president. Sir Richard Redmayne, last week.

Sir Richard referred to the advisory council’s view 
that there was no alternative to the expansion of the 
Department of Scientific and Industrial Research which 
had been recommended six years before. He said 
that the council was concerned at the restrictions limit
ing the department’s long-range research.

He gave as an instance that when the department 
prepared its post-war plans provision had been made 
for the completion in about 30 years of a geological 
survey of some 33,000 sq. miles of Great Britain on 
the 6-in.-to-the-mi!e scale. At the present rate of 
progress this would take more than 100 years.

Scottish Industry Saves Fuel
Surveys of industrial fuel-appliances which have 

been carried out by the Scottish Fuel Efficiency 
Committee may result in over 104.000 tons of coal being 
saved a year. This is revealed in a report issued re
cently, which states that the committee’s mobile testing 
unit has now completed 49 such surveys, and if the 
recommendations are carried into effect, 104,196 tons 
of coal a year will be saved, equal to an economy of 
almost £500,000.

A smaller testing unit has also been at work survey
ing an additional 29 industrial plants and reforms which 
have been recommended are expected to result in a 
further saving of about 7,000 tons of coal in a year. 
“ The estimated aggregate saving in 72 solid-fuel-using 
plants is 111,140 tons a year, equal to 25 per cent, of 
the present consumption,” states the report.

It  w a s  u n d e r s t o o d  that Stewarts and Lloyds, 
Limited, were purchasing from the Ministry of Supply 
special cyclone equipment, which would shortly be in
stalled in an attempt to minimize pollution, it was 
stated at a recent meeting of Wellingborough (North- 
ants) Urban District Council when consideration was 
given to complaints of alleged atmospheric pollution.
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I.B .F. Conference Fund
T h e  f i r s t  l i s t  o f  s u b s c r i p t i o n s  t o  t h e  s p e c i a l  f u n d  

w h i c h  is  b e i n g  r a i s e d  in  c o n n e c t i o n  w i th  t h e  B l a c k p o o l  
C o n f e r e n c e  o f  t h e  I n s t i t u t e  o f  B r i t i s h  F o u n d r y m e n  h a s  
n o w  b e e n  r e c e iv e d .  I t  s h o u l d  b e  n o t e d  t h a t  K e p p e l  
F .  M a s s e y ,  m . a ., m .t.m e c h .e .,  B . &  S . M a s s e y ,  L i m i t e d ,  
O p e n s h a w ,  M a n c h e s t e r ,  1 1 . is  t r e a s u r e r  o f  t h e  F u n d .

£ s. d .
C raven B ro th e rs  (M anchester), L im ited  . .  . .  . .  105 0 0
V ickers-A rm strongs, L im ited  . .  . .  . .  . .  100 0 0
H enry  W allw ork  A C om pany, L i m i t e d   52 10 0
W idnes F ound ry  & E ng ineering  C om pany, L im ited  . .  50 0 0
L . G ardner & Sons, L im ited . .  . .  . .  . .  50 0 0
T ex tile  M achinery M akers, L im ited  . .  . .  . .  50 0 0

(on beh a lf  o f P la t t  B ro the rs  & C om pany, L im ited ,
H ow ard  <fc B ullough, L im ited ,
D obson A: Barlow, Lim ited,
B rooks & D oxey, L im ited)

Leyland M otors, L im ited  . .  . .  . .  . .  . .  50
Jo se p h  B erry , L im ited  . .  . .  . .  . .  . .  50
M ather & P la t t ,  L i m i t e d .........................................................  50
Jam es H odgkinson (Salford), L im ited  . .  . .  . .  50
G eorge R ichards <fc Com pany, L i m i t e d ..............................  50
N ationa l Gas & Oil E ng ine  C om pany, L im ited  . .  . .  50
F e rran ti, L im ited  . .  . .  . .  . .  . .  . .  50
D istlng ton  E ngineering  Com pany, L im ited  . .  . .  50
S ta n to n  Ironw orks C om pany, L i m i t e d ........................................50
L ancashire b ranch  of th e  In s titu te  o f B rit ish F ound rym en  50 
C entral W agon C om pany, L im ited  (on b eh a lf  o f  subsid iary ,

I nee W aggon C om pany, L im ited) . .  . .  . .  30
E . L o n g d e n ..................................................................................... 25
G resham  & Craven, L im ited  ............................................ 25
W aim sleys (B ury), L im ited    25
D avid Brow n-.Iackson, L i m i t e d ...........................................  25
E nglish Steel C orporation , L im ited  ..............................  25
Crossley B ro thers, L im ited  . .  . .  . .  . .  25
M etropolitan-V ickers E lec trica l Com pany, L im ited  . .  25
B uckley  & T ay lo r, L im ited    25
M anganese B ronze <fc B rass Com pany, L im ited  . .  . .  20
N o rth  F ound ries, L im ited  (p er J .  <fc E . A rnfteld, L im ited) 20
Leigh & S illavan , L i m i t e d .........................................................  15
L a n cas te r & Tonge, L im ited  ............................................  15
B ritish  In su la ted  C allender’s Cables, L im ited  . .  . .  i 10 10
G ilbe rt G ilk rs i t  G ordon, L i m i t e d ............................................ 10 10
D llw orth  & C arr, L im ited  . .  . .    10 10
K now sley C ast M etal C om pany, L im i t e d   10 10
T . i t  T. V icars, L im ited  .........................................................  10 10
H en ry  llo llin g d rak e  i t  Son, L im ited  . .  . .  . .  10 0
T hom as B lackburn  i t  Sons, L im ited  ..............................  10
P a la tin e  E ng ineering  Com pany, L i m i t e d ..............................  10
D avid  Caird, L im ited  .........................................................  10
H eatley  i t  S ons, L im ited  . .  . .  . .  . .  . .  10
Jo h n  H all i t  Son (O ldham ), L im ited  . .  . .  . .  10
R y d e r B ro the rs, L im ited  . .  . .    10
S ir W . H . B ailey  i t  C om pany, L i m i t e d ..............................  7
l la tte rs lc y  (O rm skirk), L im ited  . .  . .  . .  5
Charles S. M adan <t C om pany, L im ited  . .  . .  . .  5
F errous C astings, L i m i t e d ......................................... .. . .  5
Tw eedales <t Sm aliev (1920), L im ited  . .  . .  . .  5 5
N ew tons (Ironfounders), L im ited  . .  . .  . .  . .  5 5
L ino type  i t  M achinery, L im ited  . .  . .  . .  . .  5 5
W. W oodcock, Sons i t  C om pany, L im ited
F . S. Cooper (D olphin F o u n d r y ) ............................................
J .  P ritc h a rd  i t  S ons, L im ited  ............................................
C. M. H esford i t  C om pany, L im ited
S to rey  F o u n d ry  Com pany, L im ited  ..............................
R ichard  B axendale i t  Sons, L im ited  ..............................
Cooper B ro the rs, L im ited  
O uzeldalc F o u n d ry  C om pany. L im ited  
L ang  B ridge , L im ited
G arston  F o u n d ry  Com pany, L im ited  ..............................
W hitehead  i t  Poole, L im ited
S. S. S to tt ,  L i m i t e d .......................................................................
F c rro d e r , L im ited  
W ard  Bros. (B laekburn), L im ited  . .
B urtonw ood E ngineering  Com pany, L im ited (A ir U nits ,

L i m i t e d ) ....................................................................................

5

T o ta l . .  £1,429 14 0

So g r e a t  has been the demand for the Institute of 
British Foundrymen’s film, “ Flow of Metal into 
Moulds,” prepared by sub-committee T.S.35, that 
arrangements have been made for copies to be made for 
sale. Applications should be addressed to the Institute’s 
Manchester office. Already the film has been shown at 
about 20 branch and section meetings.

Cores and Coreboxes
B y  “  Chip  ”

The number off any particular pattern often decides 
the type of core-making equipment supplied, and, 
whereas a certain job being made in large numbers in 
a production foundry would probably have a metal 
corebox for core-blowing, the same job required from 
a jobbing shop would have coreboxes which involved 
a minimum of work.

Such an example is shown in Fig. 1, a section of a 
T-picce. For productive moulding, a corebox would 
be supplied to produce the core in one piece, while for 
a one-off casting, two pieces of “ stock ” core would be 
used. By “stock ” core is meant cores made on a 
core-extrusion machine or from cylindrical coreboxes. 
In this case, a length of core “A” would be obtained 
to form the main portion and another piece would be 
rubbed to suit and then cut off to the desired length. 
In mould assembly, the long piece would be placed in 
the mould and the other piece over it and then brought 
down into position as in Fig. 2.

For one-off pipes of diameter larger than the 
“ stock ” core available, the branch piece can be made 
in a straight corebox of the correct diameter, with 
pieces as shown at XX, Fig. 3, tacked against one end 
to define the shape of the large core over which the 
branch has to fit.

F ig s .  1 t o  3.— Producing Cores for One-off Branch 
Pipes. F ig . 1.— Casting Drawing of a Right-angle 
Branch Pipe; F ig . 2.— Core Layout for the Cast
ing, embodying Two Pieces o f Standard Extruded 
Cores; and F ig . 3.— H alf Corebox with a Shaped 
End for producing a Mating Piece for a Branch- 
pipe Core.

Australian Notes
The April Meeting of the Institute of Australian 

Foundrymen, Victorian division, at the University of 
Melbourne, took the form of a round-table conference 
dealing with a subject of interest to all foundrymen— 
“ Casting Defects.” Four speakers introduced the sub
ject under the following headings: Design, Melting and 
Pouring, Moulding and Sand, and general discussion 
followed. This conference was preceded by dinner.

Members were informed by circular letter that the 
ballot conducted at the general meeting in March, 1953, 
showed 98 per cent, in favour of amalgamation with 
the Institute of British Foundrymen.



Rating o f  industrial Prem ises
B y  F. J .  Tebbutt

Reason for the New Valuation Lists {Postpone
ment) Act, 1952: General Rating Procedure by 
The Local Government Act, 1948.

Something of a historical nature concerning rating by 
local authorities as it affects both private and business 
premises is necessary to understand the reason for the 
New Valuation Lists (Postponement) Act, 1952. Under 
the Rating and Valuation Acts and the Valuation 
(Metropolis) Acts, 1869 to 1940, general valuations 
were taken every five years, but the 1939 outbreak of 
war caused postponement of these valuations. Further
more, no valuations were taken after the war, but the 
Local Government Act, 1948, was passed, and by this 
measure the procedure for local rating was altered, 
so that valuations became the job of the Commis
sioners of Inland Revenue. Incidentally, in the main, 
rating procedure now applies the same, for inner 
London and outside London, but the first valuations 
apply outside London on April 1 and for inner London 
on April 6.

Originally, the year 1952 was laid down for re
valuation both for inner and outside London, only to 
become 1953 and 1954, but still further postponement 
was found necessary, and this time an amending Act 
was required, this being the “ New Valuation Lists 
(Postponement) Act, 1952,” under review in this article. 
This 1952 Act gives power to the Minister of Housing 
& Local Government to direct by Order that the 
Local Government Act, 1948 (sub-sections (1) and (2) 
of section 34), the provisions concerned with the date 
of application of new lists, can apply to such later 
date as may be specified in the Order. Such an Order 
has been issued (coming into force December 29, 1952), 
so that for the new valuation lists the year of opera
tion is 1955 (meaning a postponement of two years), 
the actual date for outside London being April 1, 1955, 
and for inner London, April 6, 1955. That is for the 
first general valuation lists; afterwards, whether for 
outside London or inner London, the lists are to be 
made so as to come into force on April 1, the next 
date being the year 1960 and then each fifth subsequent 
year.

D raft V aluation Lists
Roughly, there is a valuation officer {i.e., an officer 

of the Inland Revenue) for each valuation list, and 
the Act lays down his duties. He is responsible for the 
preparation of a draft valuation list, and, when com
pleted, a notice to this effect must be published, and 
three copies of the draft sent to the rating authority.

If there is included in the draft list some heredita
ment not previously assessed, the occupier must be 
sent, within seven days of the completion of the draft, 
particulars of the gross value, net annual value, and 
rateable value of the hereditament, inserted in the draft 
list. No personal communication is ordinarily sent to 
other ratepayers, but at the office of the rating 
authority a copy of the draft list is to be open for 
inspection during ordinary office hours for 21 days. 
A point of interest is that, usually at this deposit 
period, there is a special staff on duty, who will 
usually help an inquirer to find any particular entry, 
but the lists are in most cases easily understood.

An important point to remember is that no here
ditament in the new list will be treated as an agricul
tural, industrial, or freight transport hereditament, 
unless either it was so treated for the purposes of the 
last preceding list, or a claim that it ought to be so 
treated has been made to the valuation officer by the
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owner or occupier of the hereditament. Industrial 
hereditaments {e.g., foundries and other factories) and 
freight transport hereditaments are rated at one quarter 
of the net annual value and agricultural land and agri
cultural buildings are exempt from rates. At the end 
of the December preceding the date on which a new 
valuation list is to come into force, the valuation 
officer shall settle the list, sign it, and notify the clerk 
of the local valuation panel that this has been done.

Objections to  D raft Lists
Anyone who is aggrieved at anything in the lists 

{e.g., the value; any statement made or omitted or 
included wrongly) can enter an objection, and notice of 
such must be sent to the valuation officer within 25 
days of the date of the publication of the draft lists. 
When the period for the lodging of objections is over, 
the valuation officer can revise the draft and may 
make such alterations whether for the purpose of 
meeting an objection or for any other reason as he 
thinks proper. But where he revises and alters, he 
must forthwith serve notice of the alteration on the 
occupier of the hereditament to which the alteration 
relates, and also on the relevant rating authority. No 
notification to the occupier is required if he has made 
no objection, and the alteration is only a reduction in 
the value; but where there has been an objection the 
person objecting must be informed.

V aluation Courts
Provision is made for appeals to a local valuation 

Court by notice of appeal being served on the valua
tion officer. There is a valuation Court for every 
county and every county borough (sometimes two), 
these being formed from local valuation panels under 
schemes submitted to the Ministry of Housing and 
Local Government. When an appeal to these Courts is 
heard, the applicant, owner or occupier, valuation 
officer, rating authority, are entitled to be heard and 
to examine any witness before the Court and to call 
witnesses. The foregoing also applies to the objector 
if he is not one of those just mentioned and where 
the appeal is against an objection. The matter can be 
taken to the county court for the relevant district if 
any person is aggricyed (appeal to be made within 21 
days) at a decision of a local valuation Court.

Sundry M atters
A point to note is that even after new valuation 

lists come into operation, “ proposals ” for alterations 
in lists can be made by any person who is aggrieved 
(or the valuation officer), by the inclusion of any 
hereditament in the list or by any value ascribed in 
the list to it, or by any other statement made in or 
omitted from the list, and also to some other matters. 
Rates are to be collected and be recoverable notwith
standing any appeal which may be pending, but where 
the value questioned by the appeal exceeds the value 
as last previously determined, the amount recoverable 
cannot exceed the amount which would have been 
recoverable if its value had not been so increased.

Rating authorities can correct any clerical errors in 
the rate; or correct any erroneous insertions or omis
sions or misdescriptions; and also make any additions 
or corrections to cover such things as any newly- 
erected hereditament or any hereditament which was 
unoccupied at the time of the making of the rate, 
or to note any change in occupation of any heredita
ment. It should be noted that although the Inland 
Revenue (by the 1948 Act) now functions for valua
tions and not the local authorities as regards these,

{Continued on facing page, Col. 2)
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G.K.N. Group Research  
Laboratory

- Last week saw the opening near Wolverhampton of 
new research laboratories for the G.K.N. group of com
panies. In addition to the parent concern, this associa
tion of interests includes Joseph Sankey & Sons, Limited, 
Garringtons, Limited, John Lysaght’s, Limited, Exors. of 
James Mills, Limited, Bayliss, Jones & Bayliss, Limited, 
and United Wire Works, Birmingham, and operating 
units can be found in many countries overseas. The 
Group’s laboratory was founded upon an existing organi
zation started by Sankeys in 1945, and from 1947 until 
the end of 1952 was housed in buildings at various 
Sankey works in the Bilston area. During this period, 
work was progressing on the new building opened (now) 
on the main Wolverhampton to Birmingham road, about 
l i  miles from Wolverhampton.

N ew  Building
The building stands on approximately nine acres of 

ground, and consists of three main sections, a front 
administrative block containing the canteen, drawing 
office, directors’ office, conference hall and library, a 
two-storey laboratory wing with basement; and a single
storey workshop wing. A two-storey section joining the 
main laboratory wing and the workshop area houses the 
materials stores and offices for senior staff, while a 
further section of the basement accommodates the oil- 
fired heating plant. The total floor area is approximately 
40,000 sq. ft. The total staff at the moment comprises 
115 people, and of these some 40 are graduates in vari
ous branches of science and technology. Administra
tively the laboratory is divided into the following main 
sections, with the head of each section responsible to 
the director of research, Dr. T. Emmerson : —Metallurgy, 
chemistry, instrumentation and control, mechanical con
struction, operational research, administration, mechani
cal-engineering research, physics, electrical engineering, 
electrical construction and installation, liaison and infor
mation and maintenance.

Work in progress includes the design of the high
speed machinery; development of special methods of 
analysis and testing; non-destructive methods of testing, 
and developments in the production of silicon-iron sheet 
for use in electrical equipment. Equipment, in addition 
to that normally to be found in such laboratories, in
cludes specialized plant for the induction melting of 
high-purity alloys in vacuum and in air, and a consider
able amount of newly-designed apparatus for counting 
and electrical testing.

Founders Visit a Spade Works, The executive com
mittee of the Manchester and District Ironfounders’ 
Association visited the works of Caldwells, Limited, 
Stockton Heath Spade Works, Warrington, recently to 
see the manufacture of moulders’ spades. Eighteen 
members attended, and were shown round the works 
by Mr. H. Simcock, managing director, Mr. T. Knowles, 
director, and Mr. F. Starkey, works manager. Upwards 
of fifty different types of spades were shown in dif
ferent stages of manufacture. The committee were 
afterwards entertained to lunch at the Hill Cliffe Hydro, 
and afterwards Mr. J. E. Smethurst, president of the 
Association, thanked the directors for a most instructive 
visit, complimented them on a most efficient output, 
and mentioned the good conditions which prevail for 
the workpeople. Mr. H. Simcock, in his reply, said 
the good reports of their spades which had been 
developed after so many years of experience made 
pleasant hearing.

Scottish Productivity Drive
Industrialists in the West of Scotland on May 13 

formed a Glasgow Productivity Committee with Mr. 
John Malley, a director of the Mirrlees Watson Com
pany, Limited, engineers, as chairman, and Mr. James 
LamPert, of I.C.I., Limited, as vice-chairman. Among 
other members of the committee nominated was Mr.
C. A. Oakley, who has been prominent in the industrial 
and commercial life of the Clyde valley for many 
years. Most West of Scotland interests are represented, 
while it is intended that representatives of the Royal 
Technical College, Glasgow, the trade-union movement 
and various professional bodies should be added to 
the committee. Mr. Ernest W. L. Field was chairman 
of the meeting held to form the committee, following 
on the recommendations of the British Productivity 
Council. Various bodies representative of all sides of 
industry, including the Federation of British industries, 
the Association of British Chambers of Commerce, 
and the T.U.C., have given their backing to the 
Council.

Contagion ?
An editorial in Foundry dealing with American 

controls states:—
“ The best deal was secured by the non-ferrous 

foundry industry, where a foundry branch handled 
problems of copper-base alloy castings producers. In 
other foundry fields, castings were handled as sections 
under the basic metals divisions. The ferrous foundry 
industries made a valiant effort to correct this unsatis
factory situation by raising the Ferrous Casting Section 
of the Iron and Steel Division to branch status. While 
top brass in the mobilization programme recognized 
the justice of the proposal, vindictivenesss on the part 
of some of the executives in the Iron and Steel Division 
scuttled the plan.”

A t t h e  1953 annual luncheon of the British Com
pressed Air Society held at St. Ermin’s Hotel, London, 
Sir Andrew Bryan, d .s c ., l l .d ., f .r .s .e ., of the National 
Coal Board, who proposed the toast of “ The Society,” 
commented on the value of the technical sessions. Mr. 
H. G. Harwood, this year’s president of the Society, 
responded to the toast, and called upon Mr. C. Pike, a 
past-president, to propose “ The Guests,” amongst whom 
were Mr. L. H. Robinson, c .b ., deputy-secretary to the 
Ministry of Supply; Mr. B. H. Metcalfe, chief mechani
cal engineer, N.C.B.; Mr. W. R. Manning, assistant chief 
engineer, Plastics Division, I.C.I.; Lieut.-Col. Travers 
and Mr. E. W. Cave, of the Ministry of Supply; and Mr. 
S. G. Munday, of the Society of Motor Manufacturers 
and Traders. Mr. L. H. Robinson responded on behalf 
of the guests.

R a t i n g  o f  I n d u s t r i a l  P r e m is e s
(iContinued from facing page) 

the procedure of assessing (except as regards dwelling 
houses) is the same as before, as the 1948 Act pro
vides that nothing in this Act is to affect the principles 
to be followed in making valuations as laid down in 
former Acts. Roughly speaking, assessments are to be 
based on the rent at which a hereditament might 
reasonably be expected to let from year to year, the 
tenant to be responsible for usual tenant’s rates and 
taxes. Special provision is made for valuations of 
dwelling houses in the 1948 Act. For local authority 
houses and other post-1918 houses the new assessment 
procedure is to be by reference to the 1938 cost of 
construction and 1938 site cost.
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Pig-iron and Steel Production
Statistical Sum m ary o f  M arch Returns -

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

T a b l e  I . —General Summary of Pig-iron and Steel Production.

March, and Table III, deliveries of finished steel in 
February, 1953. Table IV gives the production of pig- 
iron and ferro-alloys in March, 1953, and furnaces in 
blast. (Weekly averages in thousands of tons.)

Period. Iron-ore
output.

Imported
ore

consumed.

Coke 
receipts by 
blast-fur

nace owners.

Output of 
pig-iron 

and ferro
alloys.

Scrap 
used in 
steel- 

making.

Steel (incl. alloy).

Imports.2
Output of 
ingots and 
castings.

Deliveries 
of finished 

steel.
Stocks.*

1951 ............................ 284 170 200 180 175 8 301 244 585
1952* ............................ 300 190 228 202 171 29 310 252 739
1952—October1 302 190 227 204 182 31 328 271 725

November 312 194 229 207 189 23 345 277 717
December1 290 189 227 200 100 20 314 245 739

1953—January 325 199 234 214 188 25 340 279 770
February 328 194 234 214 193 19 352 275 770
March 1 334 197 237 210 194 23 351 — 804

T able  IT.— Production of Steel Ingotu and Castings in March, 1953.

District.
Open-hearth.

Bessemer. Electric. All other.
Total. Total 

ingots and 
castings.Acid. Basic. Ingots. Castings.

Derby, Leics., Notts., Northants and Essex __ 3.4 12.1 (basic) 2.0 0.2 10.0 1.1 17.7
Lancs, (excl. N.W. Coast), Denbigh, Flints, and 
, C h e sh ir e ....................................... 1  2,1

21.8 _ 1.7 0 .0 25.0 1.2 20.2
Yorkshire (excl. N.E. Coast and Sheffield) 
Lincolnshire............................ ............................

J 35.0 __ __ 0.1 34.9 0.2 35.1
North-East C o a s t ............................ 2.3 04.5 — 1.3 0.5 00.0 2.0 08.0
Scotland . .  • . . 4 .7 40.0 — 1.7 0 .9 45.1 2.2 47.3
Staffs., Shrons., Worcs. and Warwick — 17.1 — 1.2 0 .7 17.2 1.8 19.0
S. Wales and Monmouthshire 0.2 07.4 5 .9  (basic) 1.3 0.2 80.3 0.7 81.0
Sheffield (inch small quantity in Manchester) 8.7 29.1 10.1 0 .0 40.2 2 .3 48.5
North-West C o a s t ...................................................... — 2.4 5.1 (acid) 0 .4 0.1 7.9 0 .1 8.0

Grand Total ......................................... 24.0 280.7 23.1 19.7 3.9 339.8 11.0 351.4

February, 1953 . .  . .  ............................ 24.9 282.1 22.1 19.5 3.8 340.8 11.0 352.4
March, 1952 ................................................................... 24.9 251.3 21.5 18.5 4.0 308.8 11.4 320.2
T a b l e  TIT.—Production of New Non-alloy and Alloy Finished Steel. T a b l e  IV.—Production of Pig-iron and Ferro-alloys March, 1953.

1951. 1952.4
1952. 1953.

Feb. Jan. Feb.

Non-alloy Steel: 
Ingots, blooms, 

billets and slabs8 4.0 4 .5 4.6 5.4 5.4
Heavy rails, sleep

ers, etc. 10.1 9.8 9.2 11.6 11.2
Plates 1 In. thick 

and over 41.0 41.4 40.9 47.0 46.5
Other heavy prod. 39.9 39.0 38.5 46.5 45.6
Light rolled prod. 40.7 40.0 43.3 53.3 55.7
Wire rods 15.9 15.9 15.5 18.2 17.5
Bright steel bars .. 6 .5 6.5 5.7 7.8 7.8
Hot-rolled strip . . 19.5 18.8 18.8 20.5 21.3
Cold-rolled strip .. 6.0 6.1 5.9 6.1 5.7
Sheets, coated and 

uncoated 30.4 31.0 30.0 35.0 34.0
Tin, tem e and 

blackplate 13 .S 10.0 10.2 14.7 14.4
Steel tubes and 

pipes 20.3 20.1 17.9 20.7 22.5
Tube and pipe fitt

ings (excl. flanges) 0 .5 0 .7 0 .6 0 .4 0 .4
Mild wire 11.6 12.2 11.9 11.9 11.6
Hard wire 3.5 3.0 3.3 4.3 4.0
Tyres, wheels and 

axles 3.7 3.5 1.9 5 .3 3.5
Forgings (excl.drop 

forgings).. 2 .3 2 .8 2.5 3.3 3.3
Steel castings 3.8 4.2 4.3 4.2 4.2
Tool and magnet 

steel 8 0 .3 0 .2 0 .4 0 .3

Total 279.5 283.0 271.2 310.6 314.9
Alloy steel 11.4 13.7 12.0 16.3 15.6

Total deliveries from 
U.K. prod.8 290.9 296.7 283.2 332.9 330.5

A d d : Imported 
finished steel 5 .8 13.S 16.5 14.2 9.2

290.7 310.5 299.7 347.1 339.7
Deduct: Intra-indus

try conversion7 . . 55.0 00.2 59.8 70.0 67.0

Total net deliveries . . 241.7 250.3 239.9 277.1 272.7

District.
Fur

naces
in

blast.

Hema
tite.

Basic. Foun
dry.

Forge. Ferro
alloys.

Total.

Derby, Leics., 
Notts., Nor
thants and
Essex 27 17.6 25.9 0 .7 44.2

Lancs. (excl. 
N.W. Coast), 
Denbigh, Flints, 
and Cheshire ..

r 8 12.1 1.6 13.7
Yorkshire (inch 

Sheffield, excl. 
N.E. Coast) . .  

Lincolnshire 13 29.8 20.8
North-East Coast 24 4.3 43.9 __ _ 1.4 49.6
Scotland 9 0.8 14.1 2.4 __ 17.3
Staffs., Shrops., 

Worcs. and 
Warwick B 7.3 1.6 8 .9

S. Wales and 
Monmouthshire 9 3.6 29.5 33.1

North-West Coast 7 17.7 — — — 1.4 19.1

Total 105 26.4 154.3 29.9 0.7 4.4 215.7

February, 1953 .. 105 25.8 151.1 31.6 1.0 4.0 213.5
March, 1952 102 25.4 143.8 29.0 1.0 2.5 201.7

1 Five weeks all tables.
2 Weekly average o f calendar month.
8 Stocks at the end o f the years and months shown.
4 Average 53 weeks ended January 3, 1953.
8 Other than for conversion into any form o f finished steel listed 

above.
4 Includes finished steel produced in the U.K. from imported ingot 

and semi-finished steel.
7 Material for conversion Into other products iilso listed in this table.
• Included with alloy steel.
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Personal
D r . P a u l  B a s t i e n  h a s  b e e n  e l e c t e d  v i c e - p r e s i d e n t  o f  

t h e  Société des Ingénieurs Civils.
M r . R o g e r  D e l p u e c h , t h e  s e c r e t a r y  o f  t h e  Associa

tion Technique de Fonderie h a s  b e e n  n o m i n a t e d  
Officier d'Académie.

M r . A l l e n  L. S t o c k , managing director of the 
Morgan Crucible Company, Limited, London, S.W .ll, 
has been elected treasurer of the London Chamber of 
Commerce.

P r o f . J .  F. B a k e r , head of the Department of 
Engineering at Cambridge University, has received the 
honorary degree of Doctor of Science from Leeds 
University.

T h e  B o a r d  o f  T r a d e  announce that S i r  A r n o l d  
P l a n t  has been appointed a part-time member of the 
Monopolies and Restrictive Practices Commission. The 
appointment is for four years.

Mr. R. C o p i n , manager of the Noyon Works of the 
Société Général de Fonderie, has been nominated to 
receive the decoration of Chevalier of the Legion of 
Honour.

A t  t h e  a n n u a l  m e e t i n g  of the Keighley Rotary 
Club last week, Mr. James T. MacLeod, managing 
director of H. Widdop & Company, Limited, diesel- 
engine manufacturers, who is a Keighley magistrate, 
was elected president.

Following the recommendations of the British 
Productivity Council, a Glasgow productivity commit
tee has been formed, of which M r . J o h n  M a l l e y , 
a director of Mirrlees Watson Company, Limited, 
engineers and ironfounders, etc., is. the chairman.

Mr. A. C. B. O w e n , chairman and joint managing 
director of Rubery Owen & Company, Limited, struc
tural engineers, of Darlaston (Staffs), who is chairman 
at present, and formerly from 1942-46, of Darlaston 
Urban Council, has accepted an invitation to be chair
man during the coming year.

M r . R. A. B a l f o u r , managing director of Arthur 
Balfour & Company, Limited, high-speed, crucible- 
steel, and tool manufacturers, of Sheffield, a former 
Master Cutler and a past-president of Sheffield Chamber 
of Commerce, has been elected chairman of the overseas 
trade committee of the Association of British Chambers 
of Commerce.

M r . G e o r g e  M o r r i s o n , managing director of 
Greenock Dockyard Company, Limited, has been re
elected by the directors as president of Greenock 
Chamber of Commerce for the ensuing year. The new 
vice-president is M r . M. A. S i n c l a i r  S c o t t , a director 
of Scotts’ Shipbuilding & Engineering Company, 
Limited, Greenock.

M r . H. P. M c C o n w a y , manager of the purchasing 
department, M r . J. V .  T a y l o r , erection superinten
dent in the Glasgow area, and M r . J. J. S w a l e s , a  
fitter, who retired recently after 50 years’ service with 
A. Reyrolle & Company, Limited, electrical engineers, 
of Hcbbum-on-Tyne, have each received an illuminated 
address and a wallet of notes.

M r . F r e d  S t a n i f o r t h , of Doncaster, ¡has been ap
pointed chief New Zealand representative for Peglers, 
Limited, brassfounders, Doncaster, in succession to 
Mr. Hollis, who is retiring. Mr. Staniforth. who has 
been with the company for 32 yrs., plans to sail for 
New Zealand on June 4 and will make his home in 
either Wellington or Auckland,

Mr. A. A. F. H a s t i l o w  was elected president of the 
Birmingham Chamber of Commerce on May 18. He 
had been a vice-president since 1951. Mr. Hastilow is

chairman of Docker Bros., Limited, of Birmingham, 
and a director of Pinchin Johnson & Company, 
Limited, of London. During the war, he was assis
tant controller of miscellaneous chemicals.

Metropolitan-Vickers Electrical Export Company, 
Limited, announce that from April 1 M r . F. C. H a l l a - 
w e l l , Rio office manager, was appointed manager for 
Brazil in succession to M r . H. W. F o y , who continues 
in an advisory capacity, M r . E. E. S a r a s a , sales 
engineer, was appointed manager for Argentina, and 
M r . R. M o r r i s , technical representative in Colombia, 
Peru and Venezuela.

C o l v i l l e S ; L i m i t e d , announce that the H o n . R o n a l d  
J .  B . C o l v l l e  has been appointed a  director of the 
Steel Company of Scotland, Limited. M r . J a m e s  
S t e w a r t  has been appointed a director of Smith & 
McLean, Limited, and M r . R. M. L e i t h , secretary, 
Carnlough Lime Company, Limited, has been ap
pointed sales director of that company in succession to 
the late M r . J o h n  H a r d i e .

M r . W. E. T h o m p s o n , secretary of Laycock Engi
neering, Limited, Archer Road, Sheffield, has been 
appointed a director, with particular reference to 
commercial and financial matters. M r . K e n n e t h  
W a l k e r , assistant production engineer, has been ap
pointed works director. He holds associate member
ship in the Institution of Mechanical Engineers and 
the Institution of Production Engineers.

M r  P. W. J o h n s o n , managing director of Percy 
Johnson, Limited, Leamington, has been elected chair
man of the West Midland Region of the Institute of 
the Motor Industry (Inc.) for 1953-54. Mr. S. L. 
Sadler, director of R. H. Collier and Company, Limited, 
Birmingham, is deputy chairman; Mr. F. R. Freeman, 
Birmingham divisional manager of Regent Oil Com
pany, Limited, honorary secretary and Mr. John 
Howell, Midland manager of the Royal Automobile 
Club, honorary treasurer.

M r . J. B. H a s s e t t  was elected chairman of the 
Birmingham branch of the Incorporated Sales Man
agers’ Association in Birmingham on May 18. M r .
D. A. B e a t s o n - H i r d , retiring chairman, said that the 
Birmingham branch with a membership of 365 had 
outstripped Glasgow and was now second only to 
London. The retiring president, S ir  B a s i l  R. G. 
T a n g y e , installed the newly-elected president, M r .
E. M. C l a y s o n , managing director of the Birming
ham Post and Mail, Limited.

L o r d  C o o p e r , the Lord President of the Court of 
Session, joined a distinguished company, which in
cluded the Duke of Edinburgh and Sir Winston 
Churchill, when he received hon. membership of the 
Institution of Mechanical Engineers. The ceremony 
took place at Dunblane Hydro on May 22. Lord 
Cooper’s father was borough engineer of Edinburgh, and 
the honour was bestowed in recognition of his lord
ship's outstanding services in relation to local govern
ment, particularly where town planning, housing, and 
engineering projects are concerned.

M r . M i c h a e l  C l e a r , who joined the group in 
1945 and has been for the past three years managing 
director of Brush A.B.O.E. (Southern Africa), Limited, 
has been appointed group sales director of the Brush 
Group of companies, and a member of the Board of 
Associated British Oil Engines, Limited. He is 39. 
M r . F. A. V a u g h a n , who for the past 35 years 
has been associated with one or other of the com
panies of the group, succeeds Mr. Clear. Mr. Vaughan 
is overseas director of Associated British Oil Engines 
(Export), Limited, and National Oil Engines (Export), 
Limited, and will take up his new appointment in 
June.
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News in Brief
P a g e t  E n g i n e e r i n g  C o m p a n y  ( L o n d o n ) , L i m i t e d , 

of Braintree Road, Ruislip, Middlesex, announce that 
their telephone numbers have been changed to Ruislip 
4894-5.

L a w f o r d  I r o n w o r k s , L i m i t e d , Manningtree, Essex, 
for their annual holidays will close their works and 
offices from Friday, July 24, to Monday, August 10. 
Between these dates no goods will be handled.

T h e  D u k e  o f  E d i n b u r g h  stood ten minutes at the 
stand of Foundry Equipment, Limited, at the British 
Industries Fair at Castle Bromwich, where moulding 
processes were explained to him by Mr. A. S. Beech, 
the managing director.

M o r e  t h a n  60 employees of Brown’s Foundry, 
Limited, Nottingham Road, Derby, visited London 
and Windsor on their annual works outing. Mr. 
C. T. A. Brown and Mr. W. J. Brown, directors of the 
firm, were with the party.

M u l l a r d  e q u i p m e n t  exhibits at the British Instru
ment Industries Exhibition to be held at Olympia 
from June 30 to July 11 will be divided into three 
groups: electrochemical apparatus, electronic instru
ments, and ultrasonic equipments.

T h e  B u r m e s e  G o v e r n m e n t  C o m m i s s i o n  have placed 
an order with Euclid (Great Britain), Limited, Newhouse 
Industrial Estate, for 40 scrapers and 10 dumper trucks 
for use in road-making. The delegates arc to return to 
Britain after next month’s visit to Continental firms.

H a n d l e y  P a g e , L i m i t e d , have given Aston Tech
nical College. Birmingham, a considerable number of 
samples of aircraft constructions which have been sub
ject to destructive tests and show the kind of failure 
which may occur. Full technical data regarding each 
specimen has been supplied.

K o d a k , L i m i t e d , demonstrated their safety conscious
ness recently at a most successful and comprehensive 
safety exhibition held at the Harrow factory. In the 
presence of local dignitaries, and officials from safety 
organizations, the exhibition was opened by Mr. A. E. 
Amor, a deputy managing director of the firm.

An o r n a m e n t a l  t r a y , 4 ft. dia., made in 1851 by 
Joseph Sankey, founder of J. Sankey & Sons, Limited, 
Bilston, for the Crystal Palace Exhibition, was pre
sented on loan to Bilston on May 18 by Col. H. B. 
Sankey, chairman and managing director of the firm. 
The tray was received by the Mayor of Bilston, Aid. 
Norman Bayliss.

T h e  B r i t i s h  S t a n d a r d s  I n s t i t u t i o n  has just pub
lished B.S. 1977, “ Copper for electrical purposes: 
Tubes (High Conductivity).” which is the fourth in a 
series of standards for copper for electrical purposes. 
Copies may be obtained from the British Standards 
Institution (sales branch), 24, Victoria Street, London, 
S.W.l. price 2s. 6d.

S e v e n t e e n  w o r k e r s  at J. F. Ratcliff (Metals), Limited, 
New Summer Street, Birmingham, were presented with 
Coronation tankards in Birmingham on May 22 to mark 
their long service. Each tankard had the recipient's 
initials and the Royal cipher. The presentations were 
made by the chairman and managing director of the 
company. Mr. Gerald Ratcliff.

S a l f o r d  E l e c t r i c a l  I n s t r u m e n t s , L i m i t e d , stand 
64 at the British Electrical Power Convention, Tor
quay, June 8 to 12, will show a selection of industrial 
rectifier units for light- and heavy-dutyt power sup
plies and all types of battery charging. A 1,000-amp. 
selenium rectifier stack is to be displayed, together with

samples from a wide range of selenium and copper- 
oxide rectifiers.

C o l e m a n - W a l l w o r k  C o m p a n y , L i m i t e d , Windsor 
Works, Stotfold, Arlesey, Beds, have established 
branch offices for the Southern area at 181, Knights- 
bridge, London, S.W.7 (’Phone: KEN 4443); for the 
Midland area at 10, Vicarage Place, Walsall. Staffs; 
for the Northern area at Bleasby Street, Oldham, 
Lancs (’Phone: Oldham Main 5421); and for Scotland 
at 53, Carlyle Avenue, Hillington, Glasgow (’Phone: 
Halfway 1998).

J a m e s  H o w d e n  &  C o m p a n y , L i m i t e d , engineers, are 
carrying out a 50,000 sq. ft. extension to their works in 
Scotland Street, Glasgow, to meet the increased demand 
for auxiliary machinery in land and marine generating 
plant. The new premises, which will add 20 per cent, 
to the parent factory, are expected to be completed be
fore the end of this year. The extension will provide 
facilities for the employment of at least 200 men, in 
addition to the present labour force of 1,400.

A t  B r a d f o r d  C it y  C o u r t , last week, a fine was im
posed on George Gordon Whitehead after he . had 
pleaded “ guilty ” to stealing a quantity of scrap metal 
from the Bradford engineering works of Hepworth & 
Grandage, Limited, by whom he had been employed. 
It was stated that a detective officer, while making a 
routine visit to the premises of a scrap dealer, found 
Whitehead there disposing of a quantity of scrap metal, 
part of which he admitted belonged to Hepworth & 
Grandage.

W i t h  £9,000,000 to spend in the sterling area on 
machinery, equipment, and other capital goods, a 
Burmese delegation arrived in Glasgow last week and 
signed a contract valued at £782,000 with Fleming & 
Ferguson, Limited, Paisley, for two passenger and cargo 
vessels of about 1,500 tons each. The first of these 
vessels will be delivered in August next year and the 
second in November. Equipment which the delegation 
intend to buy is required to carry out a five-year scheme 
of reconstruction and rehabilitation announced by the 
Burmese Government last year.

B ir m i n g h a m  C o l l e g e  o f  T e c h n o l o g y  has received its 
first offer of a research scholarship from industry—one 
of £500 a year from International Combustion, Limited, 
Derby, for the study of the causes and prevention of the 
formation of sulphur trioxide in combustion gases. The 
solution of this problem would help by considerably 
extending the life of boiler plant. Three departments— 
metallurgy, mechanical engineering and chemistry—are 
to be assigned to the project if the College governing 
body accepts the offer, as it is generally expected to do, 
being anxious to undertake applied research for indus
try. The recently appointed vice-principal of the College, 
Dr. M. R. Gavin, has been given the special task of 
co-ordinating research.

An i n d u s t r i a l  f i l m  c o n f e r e n c e , held in Birming
ham on May 20, was attended by approximately 80 
representatives of Midland firms. IThe conference, 
which was the first of its kind to be held in the Mid
lands, was arranged by Dr. J .  Horne, of the Senate 
committee on film instruction in the University of 
Birmingham, together with representatives of commer
cial and industrial education in Birmingham. The 
speakers stressed the importance of the contribution 
that films are making to industrial efficiency at all 
grades, and the films shown illustrated the many 
spheres in which films give visual aid to safety, 
economy and production methods. “ Training for 
jobs can be achieved by films in simple processes,” 
said Mr. E. N. Marriott, of Stewarts and Lloyds, 
Limited. “ though highly-skilled processes have to be 
taught by craftsmen.”
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S U P IN E X  “  R ” IN USE —  Illustration  o f  B innacle casting  in DTD  165 alloy by courtesy o f  Gascoignes
Non-Ferrous Foundries L td ., Slough.

AN EN T IRELY  NEW  TYPE OF B INDER, STARTLING IN ITS PERFORMANCE . . .

*  E X C E P T IO N A L  ( ( K N O C K -O U T ”  PRO PERTIES

*  FUMES A N D  G A SES G R E A T L Y  REDUCED

*  GREEN  A N D  D R Y  STREN G TH  PRO VID ED  FOR
*  LO W  PRICE RED U CIN G  Y O U R  COST PER  TO N 

OF CORE SA N D

Developed and manufactured by :

F .  &  m .  S U F F I . I F S  L T M
4, BROAD STREET PLACE, LONDON, E.C.2 Telephone: LONdon W a ll 7222

Free working samples gladly supplied on request.
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Raw Material Markets
Iron and Steel

Demands from the foundries for supplies of pig- 
iron do not show any noticeable increase. The freeing 
of distribution from control has not resulted in any 
change in ironfounders’ policy, which is to acquire 
only those quantities which are necessary to implement 
current commitments. They have not the orders on 
hand or in prospect to justify the carrying of large 
stocks at present prices of pig-iron, and where stocks 
exist they prefer to utilize them, instead of taking 
additional tonnages from the furnaces.

Business for most castings remains sluggish, and 
many establishments, including those producing both 
light and heavy castings, find it difficult to secure 
sufficient work to enable them to increase their lagging 
outputs, which are the result of a shortened working 
week or a forced reduction in labour necessitated 
by the decline in orders.

There are more hopeful signs of improvement in 
some sections of the industry, for both home and 
export business, but this has yet to materialize. Col
lieries, steelworks, and machine-tool makers continue 
to specify a good tonnage of castings, and these orders 
benefit the engineering foundries which cater for these 
trades. Some foundries supplying castings for the 
motor and tractor trades appear to be slightly better 
employed than for some months, but demand for 
castings for the textile machinery trade and for light 
castings is slow.

Supplies of most grades of foundry pig-iron are 
adequate and requirements are, in the main, fully 
satisfied.

Better deliveries of slabs are now coming to hand 
from British sources of supply, but heavy imports of 
billets and blooms of Continental manufacture are 
required to meet the needs of the re-rolling industry. 
Sheet bars are now rather more plentiful, but wire 
rods are definitely scarce. The need for the main
tenance of imports at a high level must continue until 
home requirements can be met by a substantial expan
sion of output. Demand for heavy finished steel pro
ducts is maintained, but there is a falling-off in the 
demand for sheets.

Non-ferrous Metals
Although there was nothing exceptional in last week’s 

turnover on the Metal Exchange, price movements were 
rather spectacular, for, following a sharp rise during the 
first half of the week, a sharp reaction occurred, and. 
with the exception of May lead, net losses were regis
tered. The outlook for tin is not particularly good and 
a further fall in values would not occasion any surprise. 
As regards lead, rather better business was reported on 
both sides of the Atlantic, but it is a little difficult to 
find where the. improvement in this country is to be 
seen. The American quotation advanced by 50 points 
in all in the early part of last week to 13 cents and the 
two markets reacted on each other. The trade would 
be very glad to have more stability in zinc and lead, for 
the present situation is not at all satisfactory.

With effect from May 21, the premium for 99.95 per 
cent, grade zinc is increased from £4 to £6 per ton, and 
the premium for 99.99 per cent, grade zinc is increased 
from £6 per ton to £9 per ton, for sales of zinc by the 
Ministry of Materials. It is the intention of the Ministry 
to alter the premiums it charges according to the 
premiums currently fixed by the producers.

In the United States, business in non-ferrous metals 
continues to be good, the demand for copper being par
ticularly sustained. Deliveries of refined copper to

consumers during April were 142,300 short tons, accord
ing to details issued by the Copper Institute in New 
York. Production of refined copper was 112,700 tons 
and of crude copper nearly 96,000 tons, the reduction in 
stocks in producers’ hands being about 7,000 tons to 
around 48,000 tons. Included in the crude copper total 
was about 14,000 tons of secondary copper, which 
bolstered up the output of the mines. A similar thing 
happened in March, but, even so, it is obvious from the 
delivery figures, to which monthly consumption approxi
mately conforms, that the United States must continue 
to import heavily from abroad. This is fortunate for 
Chile which is able to market copper at 35j  cents f.o.b.. 
a price a very long way above the ruling figure of 
30 cents on the U.S. domestic market.

Official prices of refined pig-lead were as follow: —
May—May 21, £87 to £87 10s.; May 22, £84 5s. to 

£84 10s.; May 26, £86 10s. to £87; May 27, £88 10s. 
to £88 15s.

August—May 21, £82 to £82 5s.; May 22, £78 15s. to 
£79; May 26, £80 15s. to £81 5s.; May 27, £82 15s. to 
£83 5s.

Official zinc prices w ere:—
Mav—  May 21, £71 to £71 2s. 6d.; May 22, £68 5s. to 

£68 7s. 6d.; May 26, £69 10s. to £69 12s. 6d.; May 27, 
£70 to £70 5s.

August—May 21, £71 to £71 5s.; May 22, £68 5s. to 
£68 10s.; May 26. £69 15s. to £70; May 27, £70 5s. to 
£70 10s.

Official tin quotations: —
Cash—May 21, £747 10s. to £752 10s.; May 22, 

£722 10s. to £725; May 26, £730 to £732 10s.; May 27, 
£735 to £740.

Three Months—May 21, £737 10s. to £742 10s.; 
May 22, £722 10s. to £725; May 26, £727 10s. to £730; 
May 27. £735 to £740.

Notes from the Branches
S h e f f ie ld

A party of 55 members of the Sheffield and district 
branch of the Institute of British Foundrymen visited 
the works of the Renishaw Iron Company, Limited, on 
Saturday, May 16. They were received by Mr. H. Dray- 
cott, secretary, and Mr. I. T. Gilmore, blast-furnace 
manager. During the conducted tour, the party saw the 
tapping of a blast furnace and inspected the foundries 
and pattemshop. Tea was provided by courtesy of the 
Renishaw Iron Company.

In welcoming the party, Mr. Draycott apologized for 
the unavoidable absence of Mr. J. F. Stanier, chairman 
of the company, and expressed the hope that the visit 
may become an annual one. Mr. F. A. Martin, presi
dent of the Sheffield branch, suitably responded.

P i c k e r i n g s , L i m i t e d , Globe Elevator Works, Stock
ton-on-Tees, advise us that they have recently obtained 
larger and more suitable premises at 66-70, McCulloch 
Street, Glasgow, S.l, where in future the sales, service, 
and drawing-office departments for the Scottish area will 
be located.

I n  o r d e r  to give some of their important customers 
an opportunity of watching the Coronation procession, 
the David Brown Companies have erected a 100-seat 
stand outside their London offices in Piccadilly, on the 
procession route. Seats on the stand are also being 
reserved for married employees, selected by ballot.

G o o d w i n  B a r s b y  & C o m p a n y ,  L i m i t e d ,  S t .  M a r 
g a r e t ’s  I r o n w o r k s ,  L e i c e s t e r ,  a n n o u n c e  t h a t  M r .  G .  A l a n  
P o c h i n  h a s  b e e n  a p p o i n t e d  d e p u t y  c h a i r m a n  a n d  M r .  
I a m e s  G a v i n ,  d e p u t y  m a n a g i n g  d i r e c t o r .  T h e  f o u n d r y  
d e p a r t m e n t  o f  t h i s  w o r k s  h a s  a l m o s t  c o m p l e t e d  i t s  i n s t a l 
l a t i o n  o f  a i r - c o n d i t i o n e d  b a t h s ,  a n d  c h a n g i n g  r o o m s .
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20 MULE TEAM

BORAX  C O N S O L I D A T E D ,  L I M I T E D

Telephone : MINcing Lane 7333

REGIS HOUSE . KING WILLIAM STREET . LONDON . EC4

S S L ;

It is the considerable proportion of 20 
Mule Team Borax (or, in the case of some 
acid-resisting enamels, Boric Acid) which 
makes vitreous enamelling possible without 
causing warping of the metal base.
In addition, Borax is used for neutralizing 
the ware after pickling; it prevents rusting 
and helps the ground coat to adhere. 20 
Mule Team Borax plays an important part, 
too, in imparting a bright, glistening finish 
which is easy to clean and maintain.

20 Mule Team Borax is available in 
ordinary decahydrate form, or as Neobor 
(pentahydrate) or as Dehybor (anhydrous). 
Our Technical Department will be glad to 
advise you on the best use of 20 Mule 
Team products. A 64-page handbook 
‘Vitreous Enamels,' containing a wealth o f  
valuable technical information, is yours for  
the asking.
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PIG-IRON
Foundry Iron.—No. 3 I r o n ,  C l a s s  2 :—Middlesbrough, 

£13 18s.; Birmingham, £13 lls . 3d.
Low-phosphorus Iron.—Over 0.10 to 0.75 per cent. P, 

£16 14s. 6d., 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, 
£17 0s. 3d.

Scotch Iron.—No. 3 foundry, £16 lls ., d/d Grange
mouth.

Cylinder and Refined Irons.—-North Zone, £18 3s.; 
South Zone, £18 5s. 6d.

Refined Malleable.—P, 0.10 per cent. max.—North Zone, 
£19 3s.; South Zone, £19 5s. 6d.

Hematite.—Si up to 2J per cent., S. & P. over 0.03 to 0.05 
per cent.:—N.-E. Coast and N.-W. Coast of England, 
£16 12s.; Scotland (Scotch iron), £16 18s. 6d .; Sheffield, 
£17 13s.; Birmingham, £17 19s. 6d .; Wales (Welsh iron), 
£16 18s. 6d.

Basic Pig-iron.—£14 6s. 6d. all districts.

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

Ferro-silicon (6-ton lots).—40/55 per cent., £67 10s., 
basis 45 per cent. Si, scale 21s. 6d. per unit ; 70/84 per cent., 
£86, basis 75 per cent. Si, scale 23s. per unit.

Ferro-vanadium.—50/60 per cent., 23s. 8d. to 25s. per lb. 
of V.

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

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

Ferro-tungsten.—80/85 per cent., 22s. lOd. to 23s. 6d. per 
lb. of W.

Tungsten Metal Powder.—98/99 per cent., 25s. 9d. to 
28s. per lb. of W.

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

Cobalt.—98/99 per cent., 20s. per lb.
Metallic Chromium.—98/99 per cent., 6s. 5d. to 7s. 6d. 

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

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

70s. per lb., Nb -f- Ta.

SEMI-FINISHED STEEL
Re-roi-ing Billets, Blooms, and Slabs.—B a s i c  : Soft, u.t., 

£25 12s. 6d. ; tested, 0.08 to 0.25 per oent. C (100-ton lots), 
£26 28. 6d. ; hard (0.42 to 0.60 per cent. C), £28 ; silico- 
manganese, £33 16s. free-cutting, £28 16s. 6d. S i e m e n s  
M a r t i n  A c id  : Up to 0.25 per cent. C. £32 12s. ; case- 
hardening, £33 ; silico-manganese, £34 17s. 6d.

Billets, Blooms, and Slabs for Forging and Stamping.— 
Basic, soft, up to 0.25 per cent. C, £29 16s. ; basic, hard, 
over 0.41 up to 0.60 per cent. C, £30 16s.; acid, up to 
9.25 per cent. C, £33.

Sheet and Tinplate Bars.—£25 lls . 6d.

FINISHED STEEL
Heavy Plates and Sections.—Ship plates (N.-E. Coast), 

£30 6s. 6d.; boiler plates (N.-E. Coast), £31 14s. ; floor plates 
(N.-E. Coast), £31 15s. Cd.; heavy joists, sections, and bars 
(angle basis), N.-E. Coast, £28 9s. 6d.

Small Bars, Sheets, etc.—Rounds and squares, under 3 in., 
untested, £32 4s. 6d.; flats, 5 in. wide and under, 
£32 4s. 6d.; hoop and strip, £32 19s. 6d.; black sheets, 
17/20 g., £41 6s.; galvanized corrugated sheets, 24 g., 
£50 13s. 6d.

Alloy Steel Bars.—1 in. dia. and up : Nickel, £51 14s. 3d. ; 
nickel-chrome, £73 3s. 6d .; nickel-chrome-molybdenum, 
£80 18s. 3d.

Tinplates.—57s. 9d. per basis box.

NON-FERROUS METALS
Copper.—Electrolytic, £253 ; high-grade fire-refined, 

£252 10s.; fire-refined of not less than 99.7 per cent., £252 ; 
ditto, 99.2 per cent., £251 10s.; black hot-rolled wire 
rods, £262 12s. 6d.

Tin.—Cash, £735 to £740; three months, £735
to £740 ; settlement, £740.

Zinc.—-May; £70 to £70 5 s .; August, £70 5s. to £70 10s.
Refined Pig-lead—May, £88 10s. to £88 15s; August, £82 

15s. to £83 5s.
Zinc Sheets, etc.—Sheets, 15 g. and thicker, all English 

destinations, £95 12s. 6d.; rolled zino (boiler plates), all 
English destinations, £93 12s 6d. ; zino oxide (Red Seal), 
d/d buyers’ premises, £99.

Other Metals.—Aluminium, ingots, £161; magnesium, 
ingots, 2s. 10Jd. per lb .; antimony, English, 99 per cent., 
£225; quicksilver, ex warehouse, £70 5s. to £70 10s. 
(nom.); nickel, £483.

Brass.—Solid-drawn tubes, 23d. per lb .; rods, drawn, 
32|d.: sheets to 10 w.g., 255s. 3d. per owt.; wire, 30Jd.; 
rolled metal, 242s. per cwt.

Copper Tubes, etc.—Solid-drawn tubes, 28Jd. per lb.; 
wire, 2828. 9d. per owt. basis; 20 s.w.g., 311s. 9d. per owt.

Gunmetal—Ingots to BS. 1400—LG2—1 (85/5/5/5), 
£160 to £218; BS. 1400—LG3—1 (86/7/5/2), £172 to £238 ; 
BS. 1400—Gl—1 (88/10/2), £254 to £375; Admiralty GM 
(88/10/2), virgin quality, £254 to £380 per ton, delivered.

Phosphor-bronze Ingots.—P.B1, £275 to £385; L.P.B1, 
£215 to £275 per ton.

Phosphor Bronze.—Strip, 36Ss. per cw t.; sheets to 
10 w.g., 389s. 9d. per cw t.; wire, 45fd. per lb .; rods, 40J d .; 
tubes, 38}d.; chill cast bars : solids 3s. 3d., oored 3s. 4d. 
(C. C l i f f o r d  & S o n ,  L i m i t e d . )

Nickel Silver, etc.—Ingots for raising, 2s. 5 Jd. per lb. (7 per 
cent.) to 3s. 8Jd. (30 per cent.); rolled metal, 3 in. to 9 in. 
wide X .056, 2s. l l jd .  (7 per cent.) to 4s. 2fd. (30 per oent.); 
to 12 in. wide X  .056, 3s. to 4s. 3d.; to 25 in. wide X 
.056, 3s. 2d. to 4s. 5d, Spoon and fork metal, unsheared, 
2s. 8£d. to 3s. ll ld .  Wire, 10 g., in coils, 3s. 6§d. (10 per oent.) 
to 4s. 8£d. (30 per cent.). Special quality turning rod, 10 
per cent., 3s. 5Jd.; 15 per cent., 3s. l l j d . ; 18 per cent., 
4s. 4d. All piices are net.
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Obituary
M u r e x  L i m i t e d , Rainham, Essex, deeply regret to 

announce the death of Mr. C. H. Blenkinsop on May 
19, following a protracted illness.

T h e  d e a t h  occurred recently of Mr. Mark Radclifle 
Milnes, at the age of 67. Mr. Milnes was chairman 
and managing director of Heywood & Porteus, Limited, 
engineers and ironfounders, Gomersal, near Leeds, a 
firm with which he had been connected for forty 
years.

Mr. W i l l i a m  S t e v e n s , who has died at Walsall 
aged 59, was one of five brothers who at Wolverhamp
ton early this century introduced the A.J.S. motor 
cycle. He was director of Stevens Bros. (Wolverhamp
ton), Limited, and of Stevens Screw Company, Limited, 
Wolverhampton.

W h e n  a  S k i p t o n - B r a d f o r d  train: collided with an 
empty train when about to enter Forster Square Station, 
Bradford, last week, one man was killed and 10 others 
were injured. The dead man was Mr. Alfred Bell, a 
director and secretary of Charles Hahlo (Brazil), Limited, 
textile machinery exporters, of Bradford.

M r . C. B. T a y l o r , superintendent of the British 
Thomson-Houston King Edward Factory at Thorne, 
Doncaster, who has died, aged 47, was a Coventry 
man by birth. In 1927 he joined the test department 
of the B.T.H. Coventry Works; in 1935 he was made 
assistant chief tester; and in 1951 transferred to 
Thorne. He was a member of the Coventry Engineer
ing Society.

P r o f . - E m e r i t u s  R o b e r t  H o r n e , who died in Edin
burgh on May 19, occupied the Chair of Mechanical

Engineering for 16 years at Heriot-Watt College, Edin
burgh, and for 12 years was professor at Gordon’s 
Technical College, Aberdeen. He was 72 and began 
his engineering studies as an evening student in the 
Heriot-Watt College. His period in the Chair of 
Mechanical Engineering at the college was notable, and 
during that time he was responsible for the extension 
and development of the workshops and laboratories. 
During the first world war, he was district superin
tendent of the Ministry of Munitions, and for his work 
received the O.B.E.

Alteration to Iron and Steel Board
As announced elsewhere in this issue, Mr. Beard 

resigned last Saturday from the newly-appointed Iron 
and Steel Board. His withdrawal became known after 
he had met members of his union’s executive, and his 
change of attitude is apparently the result of their dis
cussions. The incident is particularly significant because 
the Pattern Makers’ Association is a conservative craft 
union composed in the main of highly-skilled workers. 
It suggests that opposition in the movement to the 
acceptance by union leaders of positions on the Board 
may be wider than was previously thought.

Mr. Naesmith, the new member, is due to retire from 
the secretaryship of his union in August on reaching 
the age limit of 65. His position is somewhat different 
from that of other union leaders because he is not 
directly concerned with the steel industry. He is a 
part-time director of the Bank of England and will 
seek the formal approval the Governor and Court of 
the Bank for acceptance of his new duties.
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NOTICE  
Replies to  Box N um bers to  be 

addressed to  “ Foundry Trade 
Journal,” 49, W ell ington  Street,  
London, W.C.2.
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SIT U A T IO N S W A NTED

Fo u n d r y  f o r e m a n  /  m a n a g e r
desires change; W est Midlands; small 

foundry; 44; M .I.B .F .; practical, technical, 
adm inistration, sales; fu ll responsibility; 
prove ab ility ; post good prospects; grey, 
m alleable, non-ferrous; life experience 
trade; jobbing, repetition; wide range 
castings; salary /  results. — Rox 3500, 
F o u n d r y  T r a d e  J o u r n a l .

FO U N D R Y  MANAGER w ants change; 
progressive position; W est Midlands; 

fu lly  practical, technically trained; entire 
responsibility, full charge; jobbing  
engineering, mechanised; sound results; 
experience wide range, estim ating, costs, 
sales, adm inistration, grey, m alleable, non- 
ferrous; 45; M .I.B .F .; excellent record; 
references.—Box 3501, F o u n d r y  T r a d e  
J o u r n a l .

F o u n d r y  m a n a g e r , a .m .i .b .f .,
desires change; experience in all 

classes of foundry practice; mechanised, 
M /c tool, marine engine casting up to 6 
tons; rate fixing, costing, estim atin g; used 
to being in complete control.—Box 3502, 
F o u n d r y  T r a d e  J o u r n a l .

W ANTED : position o f Foreman-
Manager, ferrous or non-ferrous; 

tako fu ll responsibility of small Foundry; 
lifo experience; prospective accommoda
tion .—Box 3503. F o u n d r y  T r a d e  J o u r n a l .

P RACTICAL FO UNDRYM AN, thirty  
years’ experience, seeks post with  

sm all Foundry; w illin g  to build up foundry 
if run down; capable of tra in ing labour; 
Managerial qualifications. — Box 3504, 
F o u n d r y  T r a d e  J o u r n a l .

SIT U AT IO NS VACANT
The engagem ent ol persons answering  
these advertisem en ts m ust be made 
through a Local Office of the M in istry  of 
Labour or a Scheduled Em ploym ent 
A gency if  the app lican t is a man aged  18-64 
inclusive or a woman aged  18-59 inclusiue 
unless he or she, or the em ploym ent, is 
excepted from the provisions of the 
N otification of Vacancies Order 1952.

W ORKING FOREM AN required for 
small Non-ferrous Jobbing Foundry 

and Pressure/G ravity D iecastin g Depart
ment. Previous experience controlling  
labour essential. Perm anent position with 
excellent prospects for suitable applicant. 
South Coast area.—Write, first instance, 
sta tin g  previous experience, age, and salary  
required, to Box 3486, F o u n d r y  T r a d e  
J o u r n a l .

R e p r e s e n t a t i v e  required by weii-
known bronze foundry, manufactur

in g  a ll types sand castings, maximum  
2 tons. For area London including Home 
Counties. Salary and commission. Great 
opportunity for experienced man with live 
connections am ong buyers of sand and 
chill castings. E x isting  accounts w ill be 
handed over and the appointm ent carries 
remuneration a t present worth four figures 
per annum. — W rite in confidence: 
M anaging Director, C h a r l e s  C a r r  L t d . ,  
Grove Lane, Sm ethwick, 40, Staffordshire.

FOUNDRY TRADE JOURNAL 
SIT U AT IO NS V AC AN T —Confd.

Fo u n d r y  m e t a l l u r g i s t  for
Modern Mechanised Non-Ferrous 

Foundry required to take charge of 
Physical and Chemical Laboratories and 
m aintain h igh  standard of production 
control a t a ll stages of process. A nalytical 
experience essential. Must be a  man with 
definite in itia tive  and leadership. Excellent 
prospects, salary according to qualifica
tions and experience.—Box 3510, F o u n d r y  
T r a d e  J o u r n a l .

VACANCY for Junior Draughtsm an  
(North London). A ge 21 years or 

over; preferably experienced in  design of 
tools for Gravity Die Castings
(Alum inium ).—Box 3494, F o u n d r y  T r a d e  
J O U R N A L .

La b o r a t o r y  a s s i s t a n t  (Fem ale) 
required with experience of routine 

Chemical A nalysis for work in Foundry 
Laboratory. Please give full details of 
qualifications, experience, and salary 
required to H. W a l l w o r k  & Co., L t d . ,  
Red Bank, M anchester, 4.

E STIMATOR required tor steel foundry. 
Applicant m ust have first class know

ledge of a ll aspects of estim ating for steel 
castings and sales office procedure. Persons 
not possessing these qualifications need not 
apply. Stato age, experience and salary  
expected to Box 3490, F o u n d r y  T r a d e  
J o u r n a l .

R e p r e s e n t a t i v e  required for first- 
class Non-forrous Foundry in the 

London area. Able to introduce substantial 
business. Good connections essential. 
Excellent possib ilities and remuneration to 
right man. State fu ll particulars in the 
first instance in confidence.—Apply Box 
3478. F o u n d r y  T r a d e  J o u r n a l .

F OUN D R Y  FOREM AN required, for 
large Midland Foundry. Must 

have first-class practical knowledge of the 
L ight C asting Trade and General E ngi
neering Castings. Knowledge of Rate- 
fixing, and m ust be first-class d is
ciplinarian, preferably a resident in the 
Midland area.—Box 3492. F o u n d r y  T r a d e  
J o u r n a l .

WA N T E D : Foundry M etallurgist for 
largo engineering foundry in the 

Glasgow district. Work covers engineering  
grades of cast iron and a wide range of 
gunm etals, complex brasses and nickel 
alloys. The work calls for a  sound know
ledge of m etals and m elting practice 
coupled w ith somo experience of mould
ing and m oulding m aterials. Preferred 
ago 25-30.—Box 3507, F o u n d r y  T r a d e  
J o u r n a l .

NON-FERROUS firm of founders 
require representative with estab

lished connection already calling  on 
engineering and allied  trades to introduce 
their castings, a s an additional lino, and 
obtain business on a commission basis 
only. A representative already handling  
cast iron and steel castings would suit. 
Full particulars, size of area covered and 
"fher lines already carried.—Box 3505, 
F o u n d r y  T r a d e  J o u r n a l .

T e c h n i c a l  r e p r e s e n t a t i v e  re
quired by Vitreous Enamel and 

Ceramic Colouring Oxide M anufacturers. 
Knowledge of the Enam elling Trade 
essential. Position superannuated. A ppli
cants should state  in confidence : age, their  
complete experience and salary required.— 
M a in  E n a m e l  M fo .  Co. L t d . ,  Gothic Works, 
Angel Rd., Edmonton, London. N.18.

MAY 28, 1953 

AGENCY

W ELL-ESTABLISH ED Midland Grey 
Iron Foundry engaged in m aking  

ligh t castings, require agen t on Commis
sion basis. Reply sta tin g  terms, etc., 
Box 3499, F o u n d r y  T r a d e  J o u r n a l .

PROPERTY

E A S T  W O R K S ,  O L D H A M .  
E X T E N S I V E  R A IL  C O N N E C T E D  
F A C T O R I E S  o r ; ; w a r e h o u s e s .

1—FLOOR SPACE 278,000 sq. ft .; Site 
area 51,000 sq. yds. M ainly Three 

Storeys—Coucreto Floors. Five Electric  
Lifts, Overhead Travelling Cranes, Road 
and Rail Loading Docks. Fixed Foundry 
equipment including Cupolas, Core Drying  
Furnaces, etc. Suitable for heavy engineer
ing, storage, etc. Undeveloped land 
approx. 44 acres. Price: £50,000 

2—Floor Space 302,000 sq. ft.; Site Area 
17,000 sq. yds. Part modern, m ainly  
m ulti-storied. Concrete on Brick Arch 
Floors. Covered L oading Yards, Road and 
R ail Docks. Price £40.000.

S o le  A g e n t s . — H IL L I E R  P A R K E R  M A Y  & 
R O W D E N ,  77, G r o s v e n o r  S t r e e t ,  L o n d o n ,  
W . l  ( M a y f a i r  7666.)

I RON FO UNDRY for sale as going  
concern, Manchester area, freehold 

land and building, capacity for castings 
up to 25 cwt.—N o rm a n  R a m s d e n , E state  
Agent, 15, C legg Street, Oldham. Mai. 
4911.

IR O NFO UNDRY PR EM ISES and plant 
for sale; Yorkshire, (W .R .); freehold; 

2-ton Cupola; 2-ton Crane, l’neulcc Royer, 
etc.—Box 3470, F o u n d r y  T r a d e  J o u r n a l .

MACHINERY W A NT E D

R o t a r y ’ m e l t i n g  f u r n a c e ,
second-hand, o il fired, 2-4 ton copper 

capacity.—Box 3508, F o u n d r y  T r a d e
I  O U R N  A L .

Y X rA N T E D  : Modern 20 cwt. motor- 
T T dri-en  Dron Stam p.—Box 3506, 

F o u n d r y  T r a d e  J o u r n a l .

W ANTED : 4 ft. or 4 ft. 6 in. shell 
diam. Cupola, also 5 ft . to  6 ft. 

underdriven Sand M ill.—F r a n k  S a l t  & Co., 
L t d . ,  Station Road, B lackheath, Staffs.

MACHINERY FOR: SALE

1  FO RDATH TY PE CORE M IX E R — 
A  56 lbs. capacity.—W. J. H o o k e r ,  L t d . ,
4. Midland Crescent, Finchley Road, 
N.W.3.

1  G R IN D IN G  M ACHINE, plain  
A  cylindrical. 4 in . by 18 in. by O tt 
Grinder Co., U.S.A. Motorised 400/3/50.— 
F r a n k  S a l t  ,fc Co., L t d . ,  Station Road, 
Blackheath. B irm ingham .

-J - N o .  3 DAVIES CUPOLA, 30 cwt. 
A  cap., complete with staging, Spark 
Arrestor, 20 in. Fan.

4—Size No. 275 J . Osborn type  
Pneum atic Jolt Press M oulding Machines, 
250 lbs. cap. a t 80 lbs. pressuro per sq. in., 
complete with Vibrators, Knee Valves and 
Blow off Cocks; Table 16 in. by 20 in.; 
Jolt Cylinder diam eter 3 in.; Press  
Cylinders dia. 10 in.—Box 3495, F o u x d r y  
T r a d e  J o u r n a l .
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SAND M IXERS and D ISIN T E G 
RATORS for Foundry and Quarry; 

caiiacitieu Irorn 10 owls. to 10 toua pur dr.— 
I ' .  A A. JE. B r u l e ,  ( M a c h i n e r i ) ,  L t d . ,  
M isterton, nr. Doncaster. T e l .: Misterton 
202 .

OFFERS invited " Wizard ” Airless 
Shot B last Riant by Constructional 

Entrineers, Ltd., 40 in. by 32 in. Rumblcr
I.vpe complete with all Electrical Equip
ment and Dust Extraction Unit. Can be 
seen working.—A t l a s  M a l l e a b l e  & G e n e r a l  
I r o n  W o r k s ,  L t d . ,  Ablewell Street, 
\ \  alsall.

" T jlO R D A T Il " OIL-SAND MIXER  
A. available for imm ediate disposal. 

1-cwt. capacity; complete with a.c. Motor, 
440 volts, 6.3 amps.. 50-ohms, 4-h.p. con
tinuous rating. 945 r.p.m. Mounted on bed
plate. slide rail adjustm ent. In good con
dition.—Can be inspected, and offers made 
to A r t h u r  L i o n  A  Co. ( E n o r s . ) ,  L t d . ,  
Park M orks. Stamford, I,incs.

F O R  SALE.

16 ATRITOR CRUSHER by Alfred 
L x  Herbert, complete w ith Feed Hopper, 
overhauled and with a quantity of spares. 
Also a No. 12 Atritor by Alfred Herbert, 
for winch we have avaihible about 6 tons 
of spares. Both these machines are offered 
at extrem ely low prices for quick 
clearance.

S A V IL L E -C A L V E R T  ( M A C H I N E R Y )  
L IM IT E D .

B I R M I N G H A M  R O A D .
S T R A T F O R D - O N - A V O N  

T e l . :  S t r a t f o r d - o n - A v o n  3681.

B T.H. very powerful Dust Extractor 
• Blowers. Motorised units (unused). 
-.15 each. One-third to-day’s cost.— 

G e l l a n o e r ’ s ,  306, Holloway Itoad, London. 
n .7. North 4117.

ALBION WORKS

F U R N A C E S  F R O M  S T O C K .

Ty p e  K2 c o k e  f i r e d  l i f t  o u t
CRUCIBLE FURNACE with H eat 

R esisting Cast Iron Dome; quick action  
drop bottom; arranged with special air  
distributing belt a lso - acting as pre- 
heater for air; M.D. B lowing Fan, 
4CO/3/50. CAPACITY 120-200 lbs.

TYPE F la  ALUM INIUM  BALE OUT 
AND H OLDING FURNACE, fabricated  
c f heavy steel plate; H eat R esisting  
Cast Iron Top; Lined with alum ina  
firebricks and well insulated: M.D. Blow
ing Fan, 400/3/50. CAPACITY 150-200 
lbs.

TYPE P .la  HALF TON CENTRAL  
A X IS TILTING  FURNACE -  OIL 
FIRED : but can be converted to GAS 
quite easily; T ilting Gear consisting of 
worm, main wheel and bevels; drop 
bottom; M.D. Blowing Fan, 400/3/50.

.050 lbs. brass capacity OIL FIR E D  
CRUCIBLE TILTING FURNACE by 
MORGAN; Oil Burner. Motor Driven 
Blowing Fail; Starter; complete new set 
c f firebricks.

THOS w. W A R D  LTD.
ALBION WORKS : SHEFFIELD

P hon«  26311 ’G r a m s :  " F o r w a r d .* *

Remember W ards m ight have it  !

i i D A N D  W IZ A R D ” Shot B last M /c by 
O  Constructional Engineering Co., 

Ltd. Barrel size 44 in. by 40 in. Machine 
supplied new in 1952. Complete with  
electrical equipment for 400 volts, 50 
cycles, 3 phase supply. Offers.—Box 3498, 
F o u n d r y  T r a d e  J o u r n a l .

T ILGHMAN “ Wheclabrator ” Shot 
Blast M/c No. T .B .l. Complete with 

electrical equipment for 400 volts, 50 
cycles, 3 phase supply. Price .£750.—Box 
3493, F o u n d r y  T r a d e  J o u r n a l .

IM M E D IA T E  DELIVERY.
Cupolettcs, new and secondhand.
Geared Foundry Ladles. Six in 

stock, up to 2 tons capacity; very 
good condition; cheap for quick 
clearance.

200 pairs genuine Sterling Mould
ing Boxes. E xcellent condition; 
cheap for quick sale.

Fordath Senior Sand Drier. £85.
Morgan T iltin g and Bale-out 

Furnaces—over 50 in stock, all 
sizes.

New Broom wade Compressors at 
list prices, all sizes up to 30 h.p.

New Broomwade Air Receivers, 
all sizes up to 6 ft. by 3 ft.

Over 100 new Keith Blackman  
Fans in stock; all sizes.

Shot B last Equipment and 
Gênerai P lant.

Im m ediate attentipn to all 
enquiries.

E L E C T R O G E N E R A T O R S  LTD., 
A u s t r a l i a  Ro ad ,  S lo ugh .

T e l e p h o n e  : S lo ug h  22877.

RECONDITIONED ELECTRIC MOTORS.
H.P. AMPS. VOLTS. R.P.M. RATING. F RAM E. TYPE. MAKERS AND PRICE.

50 03 400/3/50 2,880 Cont. Protected S.C. Elect, Const, £00
10 14.6 950 ,, Higgs £25
30 43.5 965 S. IL E.E.C. £70

15/7* 21/13 075/475 S.C. „Metro.-Vic. £45
15/74- 21/10 945/478 ,, L.D.C.......................... £45

10 17 475 ,, C. Parkinson £50
7 13 ,, 715/500 ,, ,, £30

15/10 — 1,400/000 ,, Brook £45
30 43 . 950 ,, ,, S.R. C. Parkinson £00
40 —- . 1,500 1 hour ,, S.C. Brook £55
12 17.5 ,, 1,440 Cont. ,, S.R. L. Scott £40
30 30 720 S.C. Lane. Dynamo £45
30 42 970 ,, .. 7 7 £45
10 15.5 1.435 ,, S.R. Bull £35
15 8 „ 2,840 ,, S.C. Metro.-Vic. £4
10 14.4 1,410 ,, S.R. Higgs £32 10s.

0 12 1,400 ,, ,, S.C. C. Parkinson £25
7.5 18 1,500 1 hour T.E. .. Mather A Platt . £27

10 12.0 ,, 1,000 Cont, Protected C.E.C. £32
25 34 • 1,400 ,, Higgs £45

3 5 fł 2,020 Fireproof ,, B.T.H. £25
n•I 1.2 1,420 Protected ,, Brooks £7
i .53 1,400 Be rest or*! . . £3

35 — ,, 1.480 S. II. Higgs £05
y — 2,850 S.C. Canning £4

20 1,500 ,, Brooks £40
i _ 1,425 ,, C. Parkinson £3

4 _ 1,405 ,, B.T.II. £15
•2 _ 050 L. Scott £12

i _ 1,420 ,, ,, Brooks £4
2 — 1.430 ,, C. Parkinson £10

.05 _ 1,415 B.T.II £5
5 — 000 Elect. Const. £20

FRANK SALT & CO., LTD., Station Road, Blackheath, Staffs.
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M O U L D I N G  M A C H I N E S .

O  COLEMAN W ALL WORK Type C.N. 
^  Jolt Squeeze Pattern draw, 600 lbs. 
maximum box size 20 in. by 20 in. by 
12 in. Pattern draw 10 in.

2 Coleman Wallwork Typo WT562C. 
Shockless Jolt Squeeze Rollover table  
35 in. by 24 in. squeeze stroke 10£ in. 
Pattern draw 10£ in. Useful load 800 lbs. 
Squeeze pressure 13.000 lbs.

2 Coleman W allwork Type WT563C 
Jolt Squeeze, table 35 in. by 24 in. Pattern  
draw 12 in.

1  Molineux Type X I Shockless Jolt 
moulding; machine.

2 Pneulec Herman 750 lbs. Rollover 
machines.

2 Pneulec Herman 1,500 lbs. Rollover 
machines.
A L L  T H E  A B O V E  M A C H I N E S  ARE 
M O D E R N  A N D  R E C O N D I T I O N E D  BY 
M A K E R S  A N D  A RE E Q U A L  T O  N E W .  

F R A N K  S A L T  & C O . ,  LTD.,
S t a t i o n  R o ad ,  B la c k h e a t h ,  B i r m in g h a m .

F OR SALE two half tonner (1952) Jolt 
Rollover Pneulec Machines, complete 

with spare Bum ping Unit. W rite C a t t o . n  
& C o m p a n y ,  L t d . ,  29, Chadwick Street, 
Leeds, 10.

R e c o n d i t i o n e d  750 p n e u l e c
M OULDING M ACHINES for 

disposal. Contact Works Engineering  
Department for details.—K. & L .  S t e e l -  
p o u n d e r s  & E n o i n e e r s ,  L i m i t e d ,  Letch- 
worth, H erts.

DELIVERY EX STOCK
N ew  shot blast cabinets 
com plete with Dust 

Extractors, etc., s ize Sft. x  3ft. 
Also new 8ft. cube room Plants

Low prices.
Please send fo r our N E W  

Illu stra ted  catalogue on request

E L E C T R O G E N E R A T O R S
LTD.

14 AUSTRALIA RD., SLOUGH
Teleohone : SLOUGH 22877 

B U Y  F R O M  U S  A N D  S A V E  M O N E Y

FOUNDRY TRADE JOURNAL 
MACHINERY FOR SALE—C o n id ,

S a n d b l a s t ,  c e n t r i b l a s t  or
W HEELABRATOR wanted, new or 

secondhand, in good condition. Private  
buyer.—D etails and where to be seen to 
Box 3487, F o u n d r y  T r a d e  J o u r n a l .

BOO
F A N S .

4 <T>IN. K E ITH  BLACKMAN FAN, 
TC/V discharge 45 deg. downcast; m ulti
vane impeller; belt drive; 2,500 c.f.m .,
2 in. w.g., 465 r.p.m.

23 in. Keith Blackman Fan, vert, up 
discharge; paddle blade impeller; arranged  
belt drive; 10,650 c.f.m ., 2 in. w.g.

24 in. Keith Blackman Fan, vert, up 
discharge; paddle blade impeller; 11,950 
c.f.m ., 5 in. w .g. direct coupled to 22 h.p. 
T.E. Slipring Motor, 400/3/50, 965 r.p.m.

H igh  pressure Fan by Keith Blackman, 
horiz. bottom discharge, 700 c.f.m ., 30 in. 
w.g., 2,930 r.p.m.; belt driven from 10 h.p.
S.C. Motor, 400/3/50.

GEORGE COHEN
S O N S  & C O . .  LTD.

W O O D  LANE, L O N D O N , W.I2
T e l :  S h e p h e r d s  Bush  2070 

and STANNINGLEY nr. LEEDS 
T e l :  P u d se y  2241

A l u m i n i u m  s h e e t s ,  the following
available for immediate disposal : 

7 cwts. 4 ft. by 8 ft. by 16G H alf Hard. 
10 tons, 8 ft. by 2 ft. by 20G Soft, 
3 tons, 29 ft. by 2 ft. 6 in. by 18G Noral
D.T.D. 546 B. 3 tons, 8 ft. by 2 ft. by 
18G H alf n ard . All first class quality . 
N earest l / 10 d. lb.—Box 3496, F o u n d r y  
T r a d e  J o u r n a l .

p u l v e r i t e
I COAL DUST

lowest in ash

The STANDARD PULVERISED FUEL Co. Ltd.
Head Office:

166 VICTORIA STREET, WESTMINSTER, 
LONDON, S .W .I .  Tel.: V ictoria 3121/2/3

MAY 28, 1953 

CAPACITY AVAILABLE

CASTINGS.—We can save your porous 
castings, ferrous or non-ferrous, by 

un approved Im pregnation Process; sample 
castings treated.—R s c u r E R O ,  L t d . ,  66, South 
Harrow Viaduct, Harrow, Middx. ’Phone: 
liyrou 1178.

GREY IRON FO UNDRY, Midland 
district, have spare capacity for 

Castings up to 10 tons each.—Box 3497, 
F o u n d r y  T r a d e  J o u r n a l .

CAPACITY available for L ight Castings 
w eighing from lib . to  6 cwts.. in 

cluding Castings for Vitreous Enam elling. 
— W e s t e r n  L i a m  C a s t i n g s  F o u n d r i e s .  
L t d . .  Fairwood Foundry, Gowerton, near 
Swansea, manufacturers of m alleable iron 
castings.

L C. JAY & SONS, Non-ferrous 
• Foundry, 72, Salisbury Road, 
Norwich.—We are able to supply good 

quality Castings in Aluminium, Brass, 
Gunmetal, etc. Quotations a t com petitive 
prices.

Me c h a n i s e d  f o u n d r y . —Malleable 
and Grey Iron C astings oilers 20 tons 

ner 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. 
hy 14 in. by 3 in. by 3 in. Hand moulding 
capacity also available. Cast Iron Pipes 
flanged and specials. Patternm aking  
facilities if  required.—E. J . W a l l a c e ,  39, 
Constitution Street, Dundee.

H. C. H O PPER  (Kingston) Ltd.
HAMPDEN ROAD, KINGSTON 

KIN 0177/8/9

PATTERNS (W ood & Metal) 
CASTINGS (Iron & Non-Ferrous) 
GEAR CUTTING  
GENERAL M ACH INING

A ll at our

K IN G STO N  W O RKS
Good Deliveries

REDUCE your COSTS
We are at your SERVICE to demonstrate

S U P I N E X  “ R 99 *

The NEW Type Core Binder with 
the amazing knockout properties

See advertisement 
on page 625 of this issue.

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

Phone: HAM pstead2 4 9 5
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Ca p a c i t y  a v a i l a b l e  for castin gs  
up to 15 cwts. Prompt Delivery. 

Machined if required.—T h e  G r a n t h a m  
I r o n w o r k s  Co., L t d . ,  Engineers and 
Ironfounders, Springfield Road, Grantham. 
T el.: 1192.

H a y w o o d  b u g s . ,  Lntieborough.
Lancs., invite enquiries for all types 

of Patterns and Scale Models. H ighly  
finished, accurate work of any size. 
Tel. 8543.

C L E A N ,  A C C U R A T E ,  S H O T B L A S T E D  
C A S T I N G S

CAPACITY available for C astings up to 
15-cwt„ including Castings for 

Vitreous Enam elling.
D E LIV ER IES IM M EDIATE. 
F E R R O U S  C A S T I N G S ,  LTD.,  

L o u s h e r s  L a ne ,  W a r r i n g t o n  
T e l e p h o n e :  W a r r i n g t o n  3525 (3 lines)

lVrO N-FERRO H S FO UNDRY. -  First
l y  class quality  castings in Aluminium, 
Bronze, Gunmetals, etc., at competitive 
prices, including patterns if required.-  
Bieston Lee & Co., Lrn., 33, Swindon Road 
Stratton St. Margaret. W ilts.

CAPACITY available for castings 
w eighing from 1 lb. to 15 tons, in 

eluding Quasi-Besscrihiscd ingot moulds 
up to 10,000 tons per annum.—TnE Cross 
F o u n d r y  & E n g i n e e r i n g  Co., L t d . ,  Gor- 
seinon, near Swansea.

MISCELLANEOUS

R e f r a c t o r y  m a t e r i a l s . —Mould
ing Sand, Ganister, Limestone Core 

Gum; competitive prices quoted.—H esball 
S a n d  Co., L t d . ,  Silver Street, H alifax.

iTUREWOOD for Cupolas. Sleepers and 
81eeper Wood in wagon loads.— 

Tn.ity’8 ( W oiverton), Ltd., Wolverton 
Bucks.

MISCELLANEOUS-Contrf.

33

NOW is the tim e to change your 
Supplier of Sand. Try Southport 

Wind Blown Sea Sand for castings, free 
from shell. Any quantity, Road or Rail. 
— J o h n  L i v e s e y  ( A i n s d a l e ) ,  L i m i t e d ,  
Ainsdale, Southport. Telephone : Southport 
77489.

H AVE your Furnaces repaired or re
built by a man with 25 years’ experi

ence. Annealing, muffle, refinery, and rev. 
furnaces, and furnaces of all types.—B. 
IticnARDSON, 49. Milton Avenue, E ast Ham,
E.6. Tel. No. GRAngewood 0619.

PATTERNMAKING

P ATTERNM AKING. — Accurate first- 
class Patterns for m achine or hand 

moulding. Keenest prices, quick delivery. 
—D . C. P o o le ,  27, Priory Avenue, Taunton, 
Somerset. Tel. 5046.

PATTERNS for all branches of E ngin
eering for Hand and M achine Mould

ing.— F u r m s t o n  a n d  L a w l o r ,  L t d . ,  Letch- 
worth.

PATTERNMAKING  
LARGE CAPACITY AVAILABLE
IN ALL BRANCHES OF THE TRADE

MARSDEN HIND & SON LTD.
G U I D E  BR ID G E W O R K S ,  

J O H N  ST.,  A S H T O N - U - L Y N E .
EST. 1929 TEL. : ASH 2426

PATTERNMAKERS
( E n g i n e e r in g )  C O .  LTD.

Shrewsbury  Road. London. N .W .I0

H IGH -CLASS PATTERNS  
N O N -FERRO U S  

CASTIN GS
Phone: ELGAR 8031'2

A LL  TYPES O F W O O D  
& M ETAL PATTERNS  

COOKE,  BAILEY LTD.
MORLEYST., HANLEY, STOKE-ON-TRENT 

T e l e p h o n e :  S to k e - o n - T r e n t  2627

ASBESTOS
CORE DRYING  

PLATES  
& 

M OULDING BO ARDS

•LOW  PRICED 
•  NON-BRITTLE 

•  LIGHT TO HANDLE

CENTRAL MANUFACTURING & 
TRADING CO. (DUDLEY) LTD.

OLD HILL, STAFFS.

Phone: CRADLEY HEATH 69431 (6 lines)

P a t t e r n s  bX

Passe of 
Paisley

fo r  a  jo b  w e l l  d o n e !

Serving all  _  

branches o f  
Engineering  —

J. F. P A S S E  & CO
8-10 FORBES PLACE, PAISLEY

Telephone : PAISLEY 2553
London Agent  : J. MACALLISTER,

12, MACGRAVINE GARDENS. BARONS COURT, 
LO N D O N . W.6.



I '  Y  I  I  I  I t  V  1 'H T O  C O
L I M I T E »

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

I2,’ H I G H E R  S H E F F I E L D  S T R E E T ,  M A N C H E S T E R  12 o r  p h o n e : B ro u g h to n  3032 o r  H ea ton  M o o r  2577.

We have pleasure in announcing that our capacity to manufacture the wide range of pattern 
equipment for the older and conventional foundry practices has now been augmented by 
further facilities to embrace precision class

SHELL MOULDING PATTERNS
Layouts and design-methods prepared In our own drawing office embody technical “ know
how” , and our specialised machinery and equipment provides the tools for the job.

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

Telephones: V ictoria  1073 & Victoria  7486

F I R S T
FOR

WOOD AND
METAL

PATTERNS

L e a d i n g  a i r c r a f t  m a r i n e  
M OTOR E ELECTRICAL  

E N G I N E E R I N G  C O M P A N I E S
c o n t a d

f  * / Q X % a l

C O  ( L O N D O N  ) L IM IT E D
c

I R O N  A N D  N O N  2 6 9  ro t h e r h ith e  n e w  r o a d ,
c c B D n i i i :  r A  e n u r e  LONDON s.E. ¡6
r  E ll  If U 3  L A  I I  I I  ih m  Bermcnds&f 1337/8 • Groms: htterns Sedist Lcndon



MAY 28, 1953 FOUNDRY TRADE JOURNAL 35

to extol the merits of our products. On 

this occasion, along with loyal fellow- 

subjects everywhere, we join

our voices m  a more 

exalted theme, as 

H er Majesty 

rides by.

Y O K ES LTD ., G U ILD FO RD , S U R R E Y

y U T v J L S J X é
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D U ST REM OVAL FROM

D A V I D S O N  & CO.
Sirocco Engineering Works,
BELFAST, and at London, Manchester.

Dust Removal Plant will 
solve this problem for you 
efficientlyand economically.

Fully illustrated descriptive 
literature a v a i l a b l e  on  
request.

Leeds. Glasgow, Birmingham. Newcastle, Cardiff.

IT Ie ta l t re a tm e n t
a n d  D r o p  F o r g i n g

A monthly journal devoted to the  propert ies ,  uses, 
testing and t rea tm e n t  of special steels and light 
alloys, and to forging technique in all its branches. 

2/6d. per copy, 30/- yearly.
•

Write for a specimen copy to :
Metal Treatment and Drop Forging 

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

A L L O W  US T O  

A D D  B E A U T Y  T O  U T IL IT Y  BY

VITREOUS ENAMELLING
Y O U R  C A S T IN G S

T H E  RUSTLESS IRON Co., Ltd.,
T r ic o  W o r k s  - - - Keighley

S C O T T I S H  F O U N D R Y  S U P P L I E S  C O .
55 W e s t  Regent S t ree t ,  GLASGOW, C.2.

D OU 0488/9

Sole Scottish Agents and Stockists for

“  SAIRSET ”

“ QUIK PACH ”

High T e m p era tu re  Cem en t  Plastic Refractory Firebrick 
and o th e r  cemen ts  and refractor ies.

Stockists of Foundry and Engineers’ requisi tes  :
Parting Powder ,  Core Gum. Coke Forks, Brushes Martindale 
Masks and refills,  Vices, Spanners, Ham mers  and Kand!es, 

Chisels, Turn  Screws, etc .

CO RO N ATIO N
DECORATIONS

W E  S U P P L Y  F IX  &  D IS M A N T L E  
C O U N T R Y W I D E  SERVICE

©  r  © ’ ¥ ' ©

P A I N T I N G  A N D  D E C O R A T I N G  C O .  LTD.
Ruby Triangle, Regd. Office : Sackville St. , 
London, S.E.I5 Salford 3, Lancs. 
N ew  Cross 2187 L t t O S  BLA 6098/9
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THE HEW but well tried ‘CORALL’

CORE BLOWIHG MACHINES
Features which have already found great favour with British  
foundrymen:
• Rapid adjustment for core-box set-up
• Swift action by single operating lever
• Self-venting blow-plate
• Air-Speed Regulator for sand of varying green strength 

Sponsored in the U.K. and the Commonwealth by FORDATH 

Full de ta i ls  f r o m :

THE FORDATH ENGINEERING CO. LTD. HAMBLET WORKS, WEST BROMWICH, STAFFS.
t e l e p h o n e  : West Brom wich 0549. 0540.1692 t e l e g r a m s  : M e ta llica l, West Brom wich

‘ C O R A L L ’ M IN O R
blows cores 
up to 2 lb

FOR SPEEDY 
AND ACCURATE 
CORE BLOWING

‘ C O R A L L ’ JU N IO R
blows cores 
up to 9 lb
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K Ö  R D E  K
means s e r v i c e  to  

f o u n d r i e s

t h e  n a m e  k o r d e k  is known throughout 
the foundry industry. Kordek and Kordol 
w ere the first cereal binders ever offered to 
the industry, and m odern cereal-binder practice, 
with its many great advantages for most classes of 
foundry work, was built up around them.
Today, the makers of the Kordek and Kordol range 
are still pioneering the development of new uses 
for cereal binders. An example is the use of G.B. 
Kordek together with synthetic resins, to supply 
the green bond that the resins lack.
The binders in the Kordek and Kordol range have 
been widely imitated, but they are still, by a large 
margin, the most widely used of all cereal binders.

Naturally, toundrymen prefer to buy their cereal 
binders from the firm with the widest experience 
and the largest resources—the firm that performs 
and controls every  manufacturing operation from 
the grain to the finished product. And the 
foundrymen are wise, for beside this reassuring 
background of experience, resources, and control, 
the Kordek and Kordol range is backed by a 
service of technical advice which no other 
manufacturer of cereal binders can equal.

K o r d e K
B I N D E R S  

K O RD E K  GB K O RD EK { •? $ $ ’ K O R D O L
'v' v

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

M A D E  B Y  A M E M B E R  O F  T H E

Brown & Poison 
Group

This syyibol identifies an 
advertisement by the Brown 
& Poison group o f  com
panies, whose wide know
ledge o f  industrial uses fo r  

starch products is freely  available to all 
who are interested. The Brown & Poison 
group manufacture some 400 different 
starch products and supply'them  to more 
than 80 different industries.

C O R N  P R O D U C T S  C O .  L T D . ,  W E L L I N G T O N  H O U S E ,  I T 5 - I 3 0  S T R A N D .  L O N D O N ,  W . C . 2
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" ‘ m o r g a H r u c i b l e  « « « n, ™
SATtSRSEA  C H U R C H  RO AD . L O N D O N , S.W .H,

I T siep h en s  i BA Tt«rses 3822, Telegram s Crucible* Scuphons, London .CHUiOC;

@ No contamination of metal
Q  Cannot cause porosity in casting
® Reduced heat loss
H  Simple easy fitting
i® No slagging
l||| Maximum working life
f§> Regular capacity

“ Every week I have to mess about with dirty clay, 
daubing the stuff until I feel like an old fashioned 
potter—and every day I've got to put back the bits 
that've come unstuck. It's an absolute waste 
o f time."
Have you ever calculated the working hours 
saved by using pre-fired liners? With hand 
daubing it takes thirty minutes to refit a ladle, 
2 hours to dry out, 15 minutes every day to repair 
it, with another 10 minutes to dry out ; that’s 
4 i hours a week—and it only lasts a week ! 
*117 hours in 6 months spent in maintenance. 
A Salamander liner lasts as long without any 
maintenance. That is only one ladle—think of 
the hours saved on all your ladles. Added to 
this, there is no wetting or contamination of the 
metal, reduced heat loss, easier working con
ditions and a perfect casting every time. It will 
pay you to change to Salamander Plumbago Ladle 
Liners.

★  Figures based on ladle with 1 cwt iron capacity
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SAND TREATMENT BY PERMISSION OPPLANT FOR IRON FOUNDRY, PHOTOGRAPH 
BRADLEY & CRAVEN LTD WAKEFIEIiD,

•  GAS O R  O I L  F I R E D  E F F I C I E N T  SAND D R Y E R S  « 
C O O L I N G  &  D E S I L T I N G  U N I T S  “ C Q L H E P ” P A T E N T  No.  5 5 8 8 « e

N iSSif   F ¡1 "i i, S ik I  ¿1 «(I + ¡I ..... 
y v

Pharos i im-6-7 G r a m s  t C o n v e y o r

JjiduaOUat JmpvegnatianA Jßtd.

24, LADYWOOD ROAD 
BIRMINGHAM 16 

TEL: EDGBASTON 1749

HEAD OFFICE AND WORKS
9 W ILLOW  ROAD 

POYLE ESTATE, POYLE ROAD 
COLNBROOK, BUCKS. 

TELEPHONE: COLNBROOK 186/7

40, CAMPBELLFIELD STREET 
BRIDGETON, GLASGOW S.E.

ALBION MILL 
HUDDERSFIELD ROAD 
STALYBRIDGE, CHESHIRE 

TEL: STALYBRIDGE 2318

SPECIALISTS IK THE RECLAMATION OF FERROUS AND NON FERROUS CASTINGS

SAVE COSTLY MAN AND MACHINE HOURS
LOST DUE TO POROUS CASTINGS OR BLOWHOLES

A L L  T Y P E S  OF  C A S T I N G S  T R E A T E D ,  F U L L Y  M A C H I N E D  
O R  ‘ AS  C A S T ’ . F I N E  T O L E R A N C E S  U N A F F E C T E D .

NO SALVAGE NO CHARGE
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.  '

p r e p a r e ®

I  I
T h e  C o r e  a n d  M o u l d  W °

f°r IRON CASTINGS

a SPECIAL IRON CASTINGS
i T E E L M O t  /or STEEL on =

i s & g & s r  -
“  . P A R T IN 0  P O W D W

H o n -S iU c a  ' Q ^ S  L "T  D

p H ( £ N \ X  ^ ° s t o N E  %\ and 57
T e le p h o n e .
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The I ron  and Steel  Foundr ies  Regula t ions  1953

T he “  B righ trad  ” R ad ia n t Panels provide an  ideal solution to  m ost foundry  heating  problem s, 
w hether they  rela te  to the m echanised, the p la te  or the jobb ing  foundry . There are no m oving 
p arts , m ain tenance is reduced to  a m inim um  an d  w here i t  is desirable only to  h ea t certa in  areas 
the  “  B rig h trad  ”  R ad ia n t Panels do i t  in  the  m ost effective w ay. Coupled w ith  control, 
enabling th e  foundry  heating  p la n t to  be sw itched on or off a t  pre-determ ined  tim es,
“  B righ trad  ”  panels offer the  m ost econom ical and  efficient hea ting  m edia.
B rightside also specialise in  ab lu tion  centres (including heating , h o t and  cold w ater supplies, 
showers and  lockers) and  du st and  fum e contro l p la n t for all foundry  purposes.
P lease w rite for lite ra tu re  on these foundry  m atte rs.

THE BRIGHTSIDE F O U N D R Y  & ENGINEERING CO.  LTD., SHEFFIELD
BELFAST * BIRMINGHAM * BRADFORD • BRISTOL * EDINBURGH * GLASGOW * LIVERPOOL * LONDON * MANCHESTER * NEWCASTLE * PORTSMOUTH

BP.39

A  p r a c t i c a l  a p p r o a c h  t o  h e a t i n g 9 
v e n t i l a t i o n 9 d u s t  c o n t r o l  a n d  
w e l f a r e  p r o b l e m s  —  b y
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‘FULBOND’ gives the sand smooth 

texture-the castings good finish

For se rv i ce  and in fo rm at ion  wr ite  to:-

THE FU LLERS ’ EARTH UNION LTD.
Patteson  Court, Red h i 11, Su r re y

Telephone :  REDHILL 3521
CMFIÎ

‘ F U L B O N D
TRADE MARK

For sand texture and good skin
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W e have a reputation for Man
ganese Bronze and Aluminium 
Bronze Castings. Can we help 
you? W e  offer you a complete 
Non-Ferrous Foundry Service.
Sand Castings,Chill Cast Phosphor 
Bronze and Gunmetal Bars, 
Patternmaking, etc.

J.T.PRlCEeCo.(SS)Lm
N E W C A S T L E - U N D E R  - L Y M E - S T A F F S

- Phone *  G o  m i ; N t » » « l e .  Stiffs. 68 0 11 (3  line»).
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A T L A S  P R E S E R V A T I V E  C O .  L T D . ,  E R I T H ,  K E N T  P h o n e :  E R I T H  2 2 5 S (3  l i n e s )  ' G r a m s  : D c o x y d i z e r ,  E r i t h
T A s/A S .l t

Industrial structures like these need special 
paints — tough, durable and truly rust-proof.
ATLAS RUSKILLA Paints are not only 
decorative, but can cope with every corrosion 
problem. The range includes primers, water-tank 
coatings and finishes in Aluminium, black, white and colours. 
May we send shade card and prices ?



Reproduced above are unretouched photographs taken by The English Steel Corporation Ltd., Sheffield, 
showing the machine grinding wood for the purpose of photographing the smoke produced.
The second photograph, not faked in any way, shows the remarkable extraction achieved.
This grinder has been designed and built as a result of experiments over four years on an entirely 
new theory of dust extraction.
Exhaustive tests which have been filmed prove that 
this machine completely solves one of the worst 
problems in the campaign against Pneumoconiosis.

In your own and your operators’ interests, we 
should like to send you full details.

LUKE & SPENCER LTD.
Centurian Works, Broadheath, Altrincham, Cheshire 
P h o n e : A ltrincham  3281 G ram s : “ E m ery , A ltrincham ’’

A NEW 20" SWING FRAME GRINDER
which completely solves one of the worst problems in the foundry
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G R I N D I N G
W O O D
W I T H
E X H A U S T
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AT LAST, A HOT BLAST SYSTEM W HICH -

1 Can be installed for a fraction of the cost of 
other systems.

2  Requires little maintenance.

3  Gives maximum heat efficiency.

a Necessitates little alteration to existing cupola 
^ or cupola housings.

5 Gives positive control of air tem perature.

6  Cuts coke requirements by 25 per cent.

7  Shows a general overall saving in melting costs.

It js a new sensational approach —for further  
details contact :—

Foundry Engineering Division

E S  L T D  Y
LONDON OFFICE -  16. GROSVENOR PLACE S.W.I. PKont SLOANE 7803 \ 981»— M R ’g s . :  ' ___
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CUMMERS
£ / w t i t e b

t y u w m e / t t

The washing facilities in the 

amenities cen tre  at the  works 

of the  Park Gate Iron SLSteel 

Co. Ltd., a re  controlled by 

Gummers “ Security” th e rm o 

static mixing valves.

GUMMERS LIMITED ROTHERHAM
TELEPHONES: ROTHERHAM 4865-6-7 TELEGRAMS : GUMMER ROTHERHAM

p a y  foi

r e p  —  l \ p  p ^ c l u c t b A h j  

4tv YOUR foutvdJuy! (ty uôiny Ci/

I? and the cost?

I n  * ^on £75

im  ^ "^°n £81
1 Ton £87

| «  'li Ton £98
For 3-phase A.C.Supply

¡9 & 10ft. hook to  hook lift

otheh tleiaU i on 
(K ffîilic c d ic n

TYPE CL49 ELECTRIC HOISTBLOCK

is  an i d e a l  m a c h i n e  f or  
p o w e r l i f t i n g  and f o r  
s a v i n g  m a n - h o u r s  e v e r y  day. 

Good counsel on CL49 from
T H E V A U G H A N  C R A N E  C O M P A N Y  L T D .  
M A N C H E S T E R  12 E N G L A N D
T e l e p h o n e  E A S T  1 4 7 3



fe r ro u s  3  Hoy s

TO GUARANTEED STANDARD SPECIFICATIONS 
G U N  M E T A L  -  B R A S S  
P H O S P H O R  B R O N Z E

E. A U ST IN  & SO N S LTD ., H A C K N EY  W IC K , LO N D O N , E.9. Tel. AM Herst 2211

ALSO MANUFACTURERS OF

SHELF TYPE. DRA W ER 

TYPE, AND BOGIE TYPE 

OVE NS .  W I T H  O R  

W ITHOUT FORCED AIR 

C I R C U L A T I O N .  GAS 

OR COKE FIRED.

 i î lTMl NAME-CONVt TING-OVENS

P H O N E  T I P ton 1 2 8 1 / 3

F J BALLARD trCO. LTD.
T I V I W i l t  • T I P T O N  • S T / l l F f S  •

J.T.L.
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A L U M I N I U M  
H O L D I N G  F U R N A C E S
BY

S T E I N a n d A T K I N S O N  l t d :  -  m \
PARNELL HOUSE. 25. WILTON ROAD, WESTMINSTER.S.W.I.

Sand Mills 2ft. 6in. to 6ft. Oin.
Illustrated: Revolving Pan Type. 4ft. 3ln. dia. pan, 
rollers as shown, o r  plain. Can also be supplied 

as a belt-driven unit.
•

SH AKIN G  AND PO LISH IN G BARRELS OF ALL KINDS

We in v it e  E n q u ir ie s  -for C a s t in g s  o f  a ll k in d s
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What are the facts about

CUPOLA FLUXING
with

FOSECO  
B R I X  B L OC KS ?

Ar allows o f use of larger 
proportion o f scrap

-A- hotter and more fluid iron 
right from the first tap

Ar cleaner metal free from 
non-metallic impurities

' Ar definite reduction in sulphur 
pick-up

Ar easier cleaning and increase 
in life o f cupola lining

Ar more easily machined metal

P lea se 'sen d  m e/us fu ll in form ation on 
B R IX  BLO CKS and de ta ils o f  spec ia l tr ia l o rder

N A M E :  ...........................................................................................

AD DRESS : ......................................................................................

Post to : ...........................................................................................

F O U N D R Y  SERV ICES  LTD;
LONG ACRE • N E C H EL L S  • B I R M I N G H A M  • 7 \
Telephone: EAST 1911(10 Lines).Te le grams:'KUPRIT' BIRMINGHAM 7 ;

Service...
W here  circumstances do not justify the permanent 

provision of gamma-rays equipment, or for the 
inspection of occasional and non-recurrent work, our 
mobile unit offers on-the-site service. That’s one of 

the great advantages of gamma-radiography. The 
equipment is independent of electricity and 

mobile enough to be used anywhere. 
If that  large assembly cannot be 

dismantled for laboratory 
test, we’ll come to you, 
complete with operating 

equipment and film processing 
apparatus. A postcard to  us 

will bring you full details 
of the service.

O u r  3 C u r ie s  C o b a lt  M o d e l, d e s ig n e d  fo r 
sp e e d y  e x p o s u re s .  S p e c ia l f e a tu r e s  In c lu d e  
g e a r e d  han d  w h e e ls  f o r  o p e r a t io n  and  
f i t t e d  lo c k s  t o  p r e v e n t  u n a u th o r i s e d  u se .

X j  EQUIPMENT V  
U S E D  THE  W O R L D  O V E R

G A M M A - R A Y S  L I M I T E D
F O U N D R Y  L A N E ,  S M E T H W I C K .  S T A F F S

L.G.B.



air  or w h e e l  bl as t

Telephone:
TR A FFO R D  P A R K  1207

(4 lines)
Te leg ra m s:
• G E O R G IC  ’ M A N C H ESTER  

BU Y B R IT ISH  M A C H IN ES

ST.GEORGE'S ENGINEERS LTD., ORDSALL LANE. MANGHESTER.5

A L L C O C K  & C 2 (M ETALS) LTP 
H O C K L E Y  H ILL  • B IRM IN G H A M  * 18
Phones: NOR. 2981-2, NOR. 0619. Grams: “ PLODDING ” .BIRMINGHAM
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C O N T I N U O U S

W H E EL  
BLASTIN G

O N E  C L IE N T  IS S A V IN G  
£1500 PER YEAR.

C A N  W E  D O  T H E  SA M E 
F O R  Y O U ?
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RECEIVERS

M ONOMETER
10-TON CAPACITY TWIN-POUR OIL-FIRED RECEIVER 
INSTALLATION FED CONTINUOUSLY BY 4 CUPOLAS.M A N U FA CTU RIN G  CO . LTD.

SA V O Y H O USE 116 STRAN D  
LO N D O N . W .C .2 

Telephone: TEMPLE BAR 9025

ACCURATELY DRILLED AND REAHERED 
A L L  BO X ES IN TER CH A N G EA B LE  
SIZES & SHAPES TO REQUIREMENTS

BILSTON STOVE «. STEEL TRUCK 3
BILSTON PHONE: BOSTON 41* 21. STAFFS

M O U L D I N G  B O X E S
SPECIALLY DESIGNED CHANNEL SECTIO N

ROTARY COMPRESSORS
R O L L I N G  D R U M  T Y P E

“  Reavell*' Rotary compressors are made in eleven standard 
sizes with delivered capacities up to 2,000 cu. ft. free air per 
minute. They are made as air cooled machines for pressures up to 
201bs. per sq. in., and arc water jacketed for higher pressures.
F or particu la rs  o f  these m achines a n d  fo r  o th er  typ e s  w r ite  to  R e f .  Y

REAVELL & CO., LTD.,
R A N E L A G H  W O R K S,  I P S W I C H
Telegrams: “ Reavell, Ipswich.’* ’Phone: 2124 Ipswich
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“ANDERSON”
DERRICK CRANES

Outstanding Features :
•  UNIT GEARING

•  SUPERIOR VISIBILITY

•  HIGH SPEED OPERATION

•  RELIABILITY

•  ECONOMY

THE ANDERSON-GRICE Co. Ltd.
Taymouth Engineering W o rk s  1 Carnoustie  • Scotland 
Tel :  2214 Carnoustie  G ram s:  Diamond Carnoustie

5 T O N  ELECTRIC DERRICK —  6 0 ' JIB

YOU GET

P E R F E C T  C A S T IN G

by using a

‘NEW STAD’

MOULD

DRYER
Sole Suppliers:—

MODERN FURNACES & STOVES LTD.
Booth Street Handsworth Birmingham, 21
T elephone :—SMEthwick 1591 & 1592 Telegram s:— MOFUSTOLIM, B’ham 21



SIR W. G. ARMSTRONG WHITWORTH
& CO. (IRONTOUNDERS) LTD.

C L O S E  W O R K S  • C A T  E S H  E A D - O  N - T Y N  E.

CUPOLAS  *  FANS  

CHARGING MACHINES 

MOULDING MACHINES 

ROOTS  ‘  BLOW ERS 

SAND M ILLS  *  ETC .
BALANCED BLAST SYSTEM OF CUPOLA CONTROL

FOUNDRY E
GREA T WES TERN WORKS, 
SMALL HE A TH, BIRMINGHAM

London O ffice  
2. QUEEN ANNE'S GATE 
W ESTM IN STER  
LONDON S.W.1

Published by the Proprietors, I n d u s t r i a l  N e w s p a p e r s ,  L i m i t e d ,  49, W ellington Street, Strand, London, W.C.2, and Printed in 
Great B ritain, by H a r r i s o n  & S o n s ,  L i m i t e d ,  Printers to the late K ing George VI, London, H ayes (Middx) and

H igh W ycombe.

FOUNDRY TRADE JOURNAL



MAY 28, 1953 FOUNDRY TRADE JOURNAL 55

■ I I .

S C R A P  
CROSS J O I N T S  
F E T T L I N G  
I D L E  B O X E S

Bushes 
when ordering new 
boxes or when rebushing.

BRITISH AERO COMPONENTS, LTD. 
H O L B R O O K S  LANE, C O V EN TR Y

I
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COAL DUST,CHARCOAL3»»?* ^

CORE GUMS, COREITE 
LIQUID CORE BINDER

BUSHED 1831

ISAAC & ISRAEL WALKER UP
E F F IN G H A M  M I L L S  •  R O T H E R H A M

Telegrams WALKERS, R01HIRHAMTelephone ROTHERHAM 4333

Ü

THE ERITH RANGE OF SANDS
Combine a var ie ty  of selected LOAMS and SILICA SANDS of guaranteed 
quality, suitable for  every appro priate foundry requ irement . In all 
fundamental respects they  are  th e  outstanding  sands for present-day 
practice and are  tr ied  and proved  by performance and results.

W rite  fo r illu strated Brochure and Free Sarrtplts to : E S T A B L IS H E D  1805
J. PARISH S  CO., ERITH, KENT Telephone No. ! ER1TH2056

JOHN A . SMEETON LTD.
116, Victoria St. , London, S.W.I_________ ___

‘Collin' Improved Foundry Ladles —'Perfect '  Chilling Spirals

MANUFACTURED IN GREAT BRITAIN 
Smeetolin, Sowest, London VIC : 542


